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Preface

There is an axiom in the military: never volunteer. Nonetheless, many have, and
their lives have been altered because of this act. I was one of those who said “Yes
sir, I can do that,” and my future was changed forever.

This act occurred for me in early 1972. At that time, [ was a Captain in the
United States Air Force, assigned to Headquarters, Air Force Logistics Com-
mand (AFLC). I was an operations research staff officer reporting to Colonel Fred
Gluck. Colonel Gluck and I had previously served on the faculty of the Air Force
Institute of Technology (AFIT), so we knew each other quite well. Because of
this prior relationship, Colonel Gluck gave me a great deal of latitude to select
projects on which to work. I chose to assist a pair of former AFIT advisee’s, Mr.
Thomas Harruff and Captain Michael Pearson, who were both assigned to the
propulsion directorate within the Material Management Deputate. This coopera-
tive effort of working on engine management problems with my former advisees
had begun while I was still an AFIT faculty member. The three of us were in-
terested in strategic, tactical and operational aspects of procuring, allocating and
repairing of the Air Force’s jet engines. I knew little about these problems, so
I interacted frequently with them while I was an AFIT faculty member to learn
more about the variety of problems that were encountered when managing these
expensive and important items . This interaction became a full time activity once
I was reassigned to the AFLC Headquarters. As I said, Colonel Gluck gave me
the go ahead to continue work on this project.

We began our studies largely because the Air Force was experiencing short-
ages for several types of engines. These shortages arose for a variety of reasons,
but one was obvious. The Department of Defense (DOD) methodology for com-
puting engine requirements ignored the operational environment into which en-
gines were placed. The question that I immediately asked was whether or not the
use of an alternative methodology for computing spares requirements for engines
would result in significantly different estimates of performance — engine availabil-
ity at operating bases — and therefore in the number of spare engines needed to
achieve desired levels of performance. This question directed me to study research
papers produced at the RAND Corporation, the unquestioned leader in develop-
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ing logistics models for the Air Force at that time. I was exposed to METRIC
(Multi-Echelon Technique for Recoverable Item Control) and related concepts
which were developed by Craig Sherbrooke and his colleagues at RAND. My col-
leagues and I constructed implementations of METRIC like optimization models
and corresponding simulation models to study a broad range of tactical and oper-
ational planning problems. The results of these preliminary studies indicated that
the DOD methodology needed to be changed.

Another event was occurring at that time. The F-15 weapon system was being
developed. The F-15 is a remarkable aircraft in many ways. Its design is focused
on maintainability, and, in particular, maintainability of its engines. The engines
were designed in a modular way by Pratt and Whitney. The basic idea behind
the maintenance concept was to remove a defective engine from an aircraft, and
replace it on the aircraft with a serviceable one. Once the defective engine is
removed from the aircraft, a defective module is identified and is removed and
replaced, thereby returning the engine to a serviceable condition. The goal was to
minimize an engine’s repair cycle time and thereby minimize the number of ser-
viceable engines and modules that were needed to keep the fleet flying. Keeping
the repair cycle time for engines low could be done only if adequate quantities
of serviceable spare modules were available at each base. Of course the defective
modules had to be repaired, too. Thus their repairs, which were often conducted
at the depot in San Antonio, TX, and their repair cycle times had a significant
affect on aircraft availability. This maintenance concept and the corresponding
engine design strategy were clearly great ideas. However, one question existed.
How many engines and modules should be purchased? Even supporters of the
simple DOD spare engine requirements methodology recognized that the DOD
method was inadequate to address this problem. The propulsion directorate had
the responsibility to establish these quantities for initial spares procurement and to
estimate future spares requirements for budgeting purposes. Obviously, the lead-
ers of this office were facing a problem which they did not know how to address.

Opportunities for an individual often come in the moment of organizational
crisis. By this I mean that large bureaucratic organizations are usually able to
embrace new ideas only when it is obvious that they are doomed if they do not.
Obviously, the DOD is a very large bureaucratic organization, and it was forced
to change because its standard operating procedure clearly would not work well.
At this juncture, I committed the ultimate sin. I violated axiom number one. I
volunteered to help create a solution to the engine and module mix problem, and
to develop it quickly. Colonel Gluck and his counterpart in the propulsion shop
never flinched. Colonel Gluck got the authority (from Brigadier General George
Rhodes, the head of the Material Management Deputate) to develop the method.

Based on Sherbrooke’s ideas, our team created the first tactical planning
model for multi-indentured repairable items that was implemented in a multi-
echelon environment. We called this model Modified-METRIC or simply MOD-
METRIC. This model was used by our team, which had been expanded by this
time to include Major Gene Perkins, Captain Jon Reynolds and MSgt Robert Kin-
sey, to compute requirements for all repairable spare parts for the F-15. In sub-
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sequent years, MOD-METRIC, and its successor models, have been used by the
U.S. Air Force to compute spares requirements for other weapon systems as well.

As I reflect on this time, some 30 years later, I see that there were so many
events that occurred simultaneously that resulted in my having been given the
opportunity to volunteer. To have people be supportive of the creation and imple-
mentation of our ideas was truly remarkable.

Throughout my active duty years, I had the good fortune to work with many
exceptional people. One person was George Babbitt. I met George when he was
an AFIT student, where he became my advisee. As I worked with him that year, it
was clear to me that George was an extraordinary person. From that time onward,
we, and our families, interacted socially and professionally. George and I argued
endlessly about logistics system’s management. These discussions occurred pe-
riodically and with great passion over a thirty year time span. (Louise, his wife,
constantly called us two very boring people.) However, by challenging each other,
I developed a much clearer understanding of how to design and manage service
parts systems. I was not the only one to benefit from George’s wisdom. His abili-
ties were widely recognized by his superiors, and he eventually achieved the rank
of General and was the Commander of the Air Force Materiel Command (AFLC’s
successor organization) at the time of his retirement.

When developing our first METRIC based models for managing engines, I
also met Mr. Bernie Rosenman, who led the Army Inventory Research Office
in Philadelphia. Bernie was responsible, both through his office and personal in-
tellect, for the development of many of the inventory models which are found in
standard text books on operations management and inventory control. Some of the
models were developed under contract with MIT, where Herb Galliher worked.
Herb, in subsequent years, had a profound impact on my thinking about inven-
tory modelling. Specifically, he taught me to look carefully at data before making
modelling choices. Bernie’s team included Alan Kaplan and Karl Kruse, both of
whom, at one time or another, guided me in structuring spares procurement mod-
els. In fact, one of Karl’s papers on waiting times is the basis for a section in this
book.

As time went on and the efforts of our AFLC team expanded, we were also
very fortunate to interact with the great logistics thinkers of that period at the
RAND Corporation, Murray Geisler, Irv Cohen, Bob Paulson, Mort Berman,
John Lu, Hy Shulman, Steve Drezner, among others. Subsequently, the work of
others at RAND had profound impact on the Air Force and my thinking. These
included Lou Miller, Dick Hillestad, M.J. Carrillio, Jack Abell and Gordon Craw-
ford. Many of the interactions that I had with my RAND colleagues occurred
after my joining the Cornell faculty in 1974. I had the privilege of spending sev-
eral summers in Santa Monica learning from these highly skilled, dedicated and
genuinely good people. I am forever in their debt. As such, it is not surprising that
a large portion of this book is based directly and indirectly on ideas that originated
from work at the RAND Corporation and the interactions I had with the people
who worked there.
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My interest and work in spare parts inventory management continued upon
joining Cornell’s faculty. In addition to continuing my work at RAND, I also had
immediate opportunities to work with the US Navy, GE, and most importantly,
with XEROX. XEROX had a Management Sciences department in Rochester,
NY, which was one of the premier industrial management science organizations
in the world. Jack Chambers was its leader. XEROX had an enormous investment
in parts and its service infrastructure. Hence, it was not surprising that Jack’s
team was engaged in a number of studies in this area. One member of this team
was Ron Hudson, who contacted me to establish my interest in working with this
group on this class of problems. Ron was the key intellectual leader in the logis-
tics activities of the Management Science department. Of all the many technical
people I have worked with in industry, Ron stands out as one of the most com-
petent. His professionalism and uncompromising commitment to doing the best
possible analysis have had a major impact on me over the quarter of a century
that I worked with Ron. There, of course, were others at XEROX with whom I
interacted who shaped my views on the differences between military systems and
high tech service parts replenishment systems. Chuck Mitchell and Ron Nawrocki
exposed me, and a generation of Cornell students, to the complexities in strate-
gic, tactical and operational planning and execution in commercial service parts
environments. The Management Sciences department at XEROX, and at other
companies, was disbanded in the very early 1980s.

Another life changing event occurred in 1980 when I met Thomas P. Latimer,
the President, CEO and Chairman of the Chicago Pneumatic Tool Company. At
about the same time, I became keenly aware of the demise of the manufacturing
might of United States companies. Tom gave me the opportunity to work on sev-
eral very interesting problems relating to the manufacture and distribution of both
finished goods and spare parts. Although most of the activities I was engaged in
with Tom’s company were focused on evaluating various alternative manufactur-
ing strategies for fabricating components, I did work on one significant service
parts study throughout 1982. This study involved the stocking of parts in distribu-
tion centers in several European countries.

Although I was aware of the competition that existed throughout western Eu-
rope, I quickly learned about how governmental policy and interference impact
the flow of material and hence the distribution strategies taken and the costs in-
curred by companies doing business there. Regulations affected both the move-
ment of both physical product and information among company facilities located
in different countries. The social costs and restrictions of doing business that were
a consequence of government policy were in evidence everywhere. Observing
these hard economic and operational realities greatly affected my thinking about
global manufacturing and distribution. Other work I did in Europe later in the
1980s with Bell Atlantic reinforced these observations.

In the 1990s, two more significant opportunities arose related to service parts.
My colleague and very good friend, Dennis Severance, was responsible for both
of them. Dennis had been on the Cornell faculty in 1974. We and our families
became close friends on a personal level at that time. On a professional level,
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however, Dennis had, and continues to have a tremendous influence on my think-
ing and teaching. The importance of his presence in my life cannot be overstated,
as you will now see.

Late in the 1980s, Dennis introduced me to Howard Selland, who sub-
sequently became the president of the Aeroquip Corporation. After assisting
Howard on a manufacturing and distribution problem in the late 80’s, he asked
Dennis and me to assist him in restructuring Aeroquip’s manufacturing and dis-
tribution systems. Their operations were global in scope, although much of their
market was in the United States. Aeroquip was in the hydraulic hose and fittings
business. All fittings contain machined components as well as others. My ear-
lier studies of manufacturing practices, largely supported by Tom Latimer and
Chicago Pneumatic Tool Company, made it clear to me what Aeroquip should do.
About half of Aeroquip’s business was for spare parts. Hence, again the problems
were familiar. As was the case for Chicago Pneumatic Tool, Aeroquip’s demand
patterns for parts were highly erratic. Furthermore, there were many tens of thou-
sands of part numbers. The nature of the problem immediately suggested that the
traditional batch manufacturing and MRP based planning strategy used by Aero-
quip, and many other companies, was totally inappropriate. At this point, I be-
gan working with Mike Hoverman, whose professionalism, dedication, and sheer
doggedness, led to the design of an extraordinarily effective manufacturing and
distribution system. Mike deployed a software environment that permitted Aero-
quip to comprehend the idiosyncracies of various customer’s ordering patterns.
This analysis formed the basis for a production strategy for producing physical
products, for planning of production of the components and products, and for de-
veloping the underlying inventory policies. As part of this work, Mike was the
force behind the design of a new physical distribution center and all its opera-
tional rules, and software. This distribution center and the backbone manufactur-
ing strategy made the cost effective production of parts possible and dramatically
improved service to customers.

It is impossible to overstate the lessons that Dennis and I learned from
Howard, Mike and literally hundreds of other Aeroquip people. In aggregate, they
forced us to take general concepts and to work with them to create concrete pro-
posals for manufacturing and distribution system design and operations. Collab-
oratively, the group constructed a remarkable environment. They stimulated our
thinking and provided us with the opportunity to further develop our ideas and
concepts pertaining to the management of service parts.

While the efforts at Aeroquip were underway, Dennis also introduced me to
Stu Wagner, the director for strategic planning in General Motor’s Service Parts
Operations organization. This organization is responsible for the acquisition, pro-
cessing, storing, and distributing of hundreds of thousands of different types of
parts to many thousands of automotive dealers, wholesale distributors and mass
merchandisers. Through Stu, and his team, David Sergeant, Mary Shaw and oth-
ers, we have had the opportunity to learn about this fascinating business, a busi-
ness that is matched only in scale and complexity found in the US military. Over
the past decade we have been exposed to numerous issues relating to this system.
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Although he is now retired, Stu Wagner was a guiding force in this organiza-
tion. He was relentless in his quest for uncovering better ideas and communicating
them to others in General Motors. His quick mind and sharp tongue always forced
us to think more clearly and to articulate our thoughts more strongly. His no non-
sense approach to the analysis of problems and opportunities and reporting the
results of these analyses has affected our actions greatly. We deeply appreciate
his leadership and that of the many others we have worked with at GM.

Most recently, my colleagues Jim Rappold and Kathy Caggiano, both of the
University of Wisconsin, David Murray of the College of William and Mary, and
Peter Jackson and I have been exposed to even a broader range of interesting
problems facing high tech companies, aircraft manufacturers, and airlines. As of-
ten happens, the introduction to these problems has come from an earlier source
of stimulation. In this case, from Ron Hudson. Remember, a quarter of a cen-
tury earlier, Ron gave me my first experiences in commercial spare parts resupply
systems. In 2000, Ron was working for XELUS, a company that provides soft-
ware for planning various aspects of service parts acquisition and distribution.
Ron articulated clearly his dissatisfaction with available models. After exploring
his reasons for this dissatisfaction, he challenged us to think of new approaches
for modelling and solving various types of strategic, tactical and operational ser-
vice parts problems. And the journey, of course, has not ended. We continue to be
stimulated by the opportunities that XELUS provides to us. Although our friend
and respected colleague, Ron Hudson, died recently, his spirit of inquiry remains
in us, and we devote our energies to improving our modelling methodologies in
his memory.

During the past twenty years I have also had the distinct privilege of working
with my friend and colleague, Peter Jackson. Peter and I have worked on several
projects for GM and XELUS. But these are but two of the many ways that we
have collaborated. Peter and I have struggled with many research problems, often
related to service parts, during the past decades. We have also spent countless
hours preparing related teaching materials. Peter represents all that is best in a
teacher and colleague, and I am blessed to have had the privilege of working with
him.

I have provided just a glimpse of the events in my life that have led me to
examine service parts systems. This sequence of events began with a seemingly
harmless act. That I volunteered clearly changed the direction of my life com-
pletely. The wonderful people that I have met, and who have inspired me, have
made me a very happy and thankful person. Their friendships, in addition to their
professional guidance, have made my life a better one. My wish is that all have
such good experiences; but, my advice to you is to be careful when you volunteer,
since the consequences may be long lasting.

Jack Muckstadt
Cornell University
September 2004
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Introduction

When repairing equipment, there is often a requirement to replace defective com-
ponents or parts. These replacement parts are commonly called service parts.
Clearly, service parts play a critical role in the effective operation of commer-
cial and military systems, as well as in the personal lives of individuals. Without
adequate stocks of these parts, power plants cannot function, construction equip-
ment must be idled, airliners will be grounded, and computers cannot be repaired.
The list of such commercial environments requiring service parts is seemingly
unlimited. In other words, our technology-dependent world depends on the care-
ful creation and distribution of service parts. As individuals, we cannot repair our
appliances, our furnaces, or our cars, if parts are not readily available. Thus each
of our lives is critically dependent on the abundant availability of service parts
within short periods of time.

We clearly recognize that there are many different types of service parts and
that they perform many different functions. For example, to keep our cars op-
erational, we can buy inexpensive parts, such as filters, and also very expensive
parts, such as transmissions or engines. To ensure timely repair of our cars, exten-
sive supply chain systems have been developed by car manufacturers and other
companies, such as NAPA. But how should these resupply systems be designed
and operated? That is, how many warehouses should there be? Which warehouses
should resupply which other warehouses? How should car dealers be resupplied?
What parts should be stocked at dealers and at the many warehouses in the sys-
tem? Clearly, car parts differ in terms of their cost and demand rates. However,
they also differ in terms of criticality. We can wait for certain parts but not for
others: a car is often operable if it has a damaged interior trim part, but not if it
has a faulty transmission. Thus decisions concerning what parts to stock at what
locations is of central importance to the car-using public and to the providers of
the parts. If too few parts are available in the resupply system, customers will be
forced to wait to have use of their vehicles. If too many parts exist in the system,
the cost to operate the system — inventory investment, facilities, transportation,
and other operating costs — will be too great. Thus the best design of resupply
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networks and the optimal allocation of inventories within these networks is of
unquestionable importance to the economical maintenance of equipment.

The types of decisions that must be made relating to service parts can roughly
be divided into three planning categories: strategic planning, tactical planning,
and operational planning. Strategic planning is an on-going activity that has two
primary functions. First, an organization must determine what customer require-
ments are and will be over the next several years. In military environments, the
time horizon may be decades in length. Customer requirements in this context
refer to the range of service parts needed by customers as well as the timeliness
of these needs. For example, the permissible time to return an important medical
device in a hospital or the principle radar system in an air traffic control system
to serviceable condition is different than the permissible time to replace a knob
on the dashboard of a car. Thus, the location in which parts are stocked depends
on a customer’s needs. Even the same parts may have different time requirements
for different customers, as is evidenced by the service contracts that customers
purchase.

After establishing the need for various types of service by different categories
of customers, the second strategic planning activity is to determine how to allo-
cate resources to meet these requirements. This means a company must decide to
what extent it will directly provide service to customers, where it will locate parts
and in what quantities, how it should structure its operating systems, what its in-
formation systems requirements are, what its supply chain partners’ and its own
business processes should be, and how its proposed operating environment will be
executed on a moment-by-moment basis to meet its contractual obligations over
the planning horizon.

These strategic decisions must be made recognizing not only customer needs
but also the competitive forces present in the marketplace. Simply put, there is a
tremendous amount of uncertainty about the future environment. Therefore, the
strategic planning activity for different companies in different industries can result
in highly different outcomes. For example, all the major car companies in the
United States have chosen to create substantial infrastructures to provide parts to
their dealers. Parts systems for companies in the computer business, such as Dell,
are very different. You are very likely to be able to get a key part for a seven
year old Buick directly from General Motors; however, you will not likely get a
part for a seven year old computer directly from Dell. As a consequence of its
business strategy, General Motors has well over 10 million square feet of service
parts storage space in the United States in which many hundreds of thousands
of different part types are stocked. It continually struggles with determining the
proper range and depth of stock to locate at each facility in its network and with
providing guidance to dealers as to which parts they, in turn, should stock. Thus
General Motors must consider its supply chain partners — its individual car dealers
as well as its suppliers — when making strategic decisions about the nature of its
internal service parts supply chain.

Strategic decisions that affect parts acquisition and repair positioning is a key
requirement for military planners, too. Since the United States military maintains
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service (spare) parts inventories with a value exceeding $100 billion, it is impera-
tive that complex systems exist for their physical storage as well as the planning of
their disbursement throughout the world. Strategic planning encompasses estab-
lishing what the design characteristics of weapons should be, recognizing that the
life cycle costs are a consequence of a weapon’s design. Deployment of weapon
systems and the accompanying costs of maintaining them must be estimated as a
function of defense and foreign policy. Infrastructure is expensive to create and
maintain. It also takes significant amounts of time to build for political as well as
technical reasons. Thus with all the uncertainties that exist, a strategic plan must
be created that will provide the flexibility needed to meet a wide range of mission
scenarios, while also satisfying these uncertain requirements in a cost effective
manner.

While strategic planning is obviously of considerable importance to both com-
mercial and military organizations, we will not discuss this topic further in this
book. We assume that these decisions have been made and that operating environ-
ments exist.

The second category of planning is called tactical planning. From the per-
spective of service parts, tactical planning establishes what inventories will be
required to meet operational objectives at some future time, given the design and
operational characteristics of an existent resupply system infrastructure. Thus we
set stockage objectives for each part at each location consistent with procurement
and resupply times from location to location inherent in the system’s design, the
uncertain demands for various types of items at different locations, the strategies
for repairing certain parts, and the timeliness of service that is needed. In most
real world situations, tactical planning is associated with budget, procurement,
and repair decisions. That is, for some planning horizon, we determine how much
money should be allocated for investment in which service parts. The length of the
planning horizon differs by application. For example, in military applications, the
horizon’s length is dependent on the Federal budgeting cycle and procurement
lead times, and hence, can be years in duration. Procurement decisions involve
determining what aggregate inventory levels should be and how much should be
purchased in the relatively near future, say the next few months, in some en-
vironments. Thus a planner at American Airlines may place an order for some
quantity of turbine blades for an engine based on perceived future needs. Procure-
ment lead times are often lengthy for complex parts: it takes months to fabricate
many new chips and boards; it can take even longer to acquire them given the
business processes that exist in purchasing departments. Finally, repair capacity
must be planned to meet forecasted requirements for repair and refurbishment of
parts and systems. This capacity exists in many locations, and, in many instances,
may be performed by other organizations. For example, the person who repairs
your Dell computer is not an employee of Dell. Yet Dell must ensure that there is
enough capacity in each geographical region to meet its service commitments.

Much of this book is devoted to constructing mathematical models that can
be effectively used to carry out the tactical planning goal of determining system
stock levels. The models address this problem in a variety of service parts resupply
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networks for both repairable and consumable (nonrepairable) item types. As we
will see, these models are based on many assumptions, but the objective is always
the same. The goal is to answer the following questions: how much do I need of
each part type to meet my goals, given the nature of the resupply network?

The third, and final, category of planning models addresses the following sim-
ple question. Given the stocks I now have on hand, in serviceable or repairable
condition, at each location, what do I repair now and what do I ship now from one
location to another via what mode of transport? While tactical planning models
are, by nature, normally formulated assuming a stationary operating environment,
these real-time execution models are not. That is, they are formulated over short
planning horizons, and also contain more details on current operating limitations.
They may, for example, recognize that shipping from point A to B is not pos-
sible today, or that individuals or equipment are unavailable to conduct repairs
today. Basically, they are designed to make the best possible decisions consistent
with the current situation while ignoring the longer term potential consequences
of making these decisions.

We will devote only one chapter of this book to these real-time planning mod-
els. As we will see, these models differ substantially from the types of models
employed for making tactical decisions.

1.1 Taxonomy of Service Parts Inventory Systems

We now consider in greater detail the different elements that affect the amounts of
inventory found in various portions of a service parts inventory system. In general,
there are numerous reasons for choosing to stock inventory of an item type within
a system, often at multiple locations.

The underlying echelon or network resupply structure will have a substan-
tial impact on the amount of inventory needed. There are clearly many possible
structures. However, for each one, there is usually a well defined resupply plan.
Consider the system depicted in Figure 1.1. In this system, demands for service
parts arise due to the failure of some equipment operated by a customer. To repair
that equipment, a repair technician diagnoses the failure type, and, if necessary,
removes and replaces the defective unit with a serviceable one. The technician
obtains the serviceable parts from a stock room at the service center location that
is responsible for resupplying him. That location’s stock is subsequently resup-
plied from the appropriate regional warehouse, according to the ordering policy
followed at the service center location. The regional warehouse is in turn resup-
plied by its supporting central warehouse, as prescribed by the inventory policy
employed by the regional warehouse. The central warehouse likewise receives
replenishment stocks from the factories that manufacture the particular item. Typ-
ically, the parts managed in resupply systems of the type we have described are
not repaired. They are called consumable service parts.

There are many variations on this theme; some systems have many more ech-
elons, some have fewer. Nonetheless, they are similar in structure. Note, however,
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Fig. 1.1. A Typical Service Parts Resupply Network

that while the basic structure may be similar to the one represented in Figure 1.1,
the detailed characteristics of the actual operating environments can vary dramat-
ically, as we shall discuss shortly.

Let us now examine another system in which failed parts are repaired after
they are removed from an assembly. We illustrate such a system in Figure 1.2,
which corresponds to one often found in military environments. There are two
echelons in this system consisting of a set of bases supported by a depot. Flying
activity occurs at the lower echelon, which we call bases. When an item on an
aircraft becomes inoperable, it is removed from an aircraft. The failed part is then
either entered into the base’s repair facility, sent to the upper echelon, which we
call the depot, where repairs can also take place, or condemned. The part repair
location depends on the nature of the failure. To replenish condemned parts, new
ones are purchased from external suppliers. In any case, the aircraft is repaired by
removing a serviceable unit of the same type from base supply and placing it in
the aircraft. Base supply is resupplied either from the base’s repair shop or from
depot supply, depending on where the failed part was repaired. We shall study this
and related problems extensively in this book.

There are obvious differences in the significance of the items serviced by the
systems depicted in Figures 1.1 and 1.2. Different item characteristics create op-
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erational differences between systems, whether the systems are of the same type
or not.

1.1.1 The Items

Each service parts resupply system is designed to accommodate the items found
in it. The systems, and the items within them, can have varying characteristics.

First, systems differ in the number of items that are managed. In some envi-
ronments, there are just a few hundred or a few thousand items. In other cases,
there may by hundreds of thousands of items, or, as is the case for the Depart-
ment of Defense, there may be a few million items. Because of the differences
in the number of items, very different methods must be employed to manage the
system’s operation. In some cases, rudimentary reporting systems coupled with
decision support systems for ordering and shipping parts can easily be used to
manage the system using spreadsheet level software run on personal computers.
This is roughly the case for General Motor’s SATURN division. However, for the
remainder of General Motors, the management system is extraordinarily complex
because of the number of parts considered and the volumes of parts moved per
year.

Second, the demand rate among items can vary substantially. Demand rates
of items also differ dramatically by location within a resupply system, as well as
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between different resupply systems. Figure 1.3 illustrates this difference for one
system we have examined. As the graph in this figure shows, a high fraction of
total unit demand is concentrated in a small fraction of the items. Over 80% of
the demand is concentrated in about 8% of the items. Over 50% of the lowest
demand rate items constitute about 1% of the annual unit demand. In automotive
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Fig. 1.3. Item Pareto Analysis for an Automotive Manufacturer’s Service Parts System

environments, it is the norm for the number of demands per dealer per year for
a given part type to be well less than one unit. Even for items with 20,000 units
demanded annually throughout the system, there is an overwhelming fraction of
the dealers that have less than one such unit demanded per year, on average.
Third, the unit shortage, holding and transportation costs differ dramatically
among the items as well. In automotive cases, unit costs can vary from pennies
per unit to thousands of dollars per unit. Engines stocked by the US Air Force cost
millions of dollars per engine. Thus there is a huge difference in holding and in-
vestment costs experienced in different systems. There is also a substantial differ-
ence in shortage costs when a system is out of stock. It is clear that having an air-
craft wait many hours to be repaired has a far greater cost than waiting for a hood
ornament on a car, although these costs are often difficult to estimate. Nonethe-
less, these backorder costs are estimated either directly or indirectly. For example,
in environments in which fill rate constraints are imposed, shortage costs are usu-
ally not stated explicitly. But these constraints imply a shortage cost. In some
models we will study, we will explicitly consider the costs of holding inventory
and backordered units. In others, we will focus on investment costs, while enforc-
ing minimum fill rate performance requirements. We also note that transportation
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costs can be a substantial component of operating a service parts resupply sys-
tem. In some instances the total cost of moving material can amount to hundreds
of millions of dollars per year. The size and weight of each item along with their
demand rates obviously determine the volume, weight, and quantity of material
that must be transported. But the mode of transport selected to move this material
is an important factor in determining the annual transportation costs.

Fourth, the procurement, transportation, and other components of lead times
associated with each item determine the amount of inventory carried in the system
in two ways. There is pipeline stock that exists because of the time it takes to re-
ceive orders after they are placed, that is, the resupply time. Based on Little’s Law,
this time results in an average number of units in the resupply system. Thus, the
choices of suppliers, transportation modes, and, as we will see, inventory poli-
cies, all affect the average resupply lead time and hence the average pipeline
stock. Furthermore, lead times are not always constant. For example, the length
of time it takes to ship material from a General Motors warehouse in Michigan
to another warehouse in Boston varies substantially from shipment to shipment.
Another factor that influences the resupply time is the inventory policy followed
by the supplying location. When orders are shipped immediately because stock
is on hand at the supplier, then resupply lead times are one value. If the supplier
does not have stock available to ship, then the resupply action is delayed for some
amount of time. This uncertainty in lead times is an important factor when set-
ting stock levels. We note that the average and uncertain length of resupply lead
times also affects the second type of stock that is required: safety stock. There
will be inherent variability in the demand processes for each item. The degree of
difference in this variation of demand can be substantial. The data displayed in
Figures 1.4 through 1.10 show demand for several items that we have observed
in one environment. Uncertain demand over uncertain replenishment lead times
yields a requirement for safety stock. In many real world situations, safety stock
is the predominant component of total stock for most items. All the models we
will consider are based on the premise that demand over replenishment lead times
is governed by a random process.

Fifth, as we mentioned earlier, some service parts are consumable and some
are repairable after they fail. We will consider both types of items in our analy-
ses; however, the majority of our discussions will focus on repairable items. This
focus is largely a result of both the economic importance of such items as well as
personal interest.

There are many other characteristics associated with items that are of impor-
tance when setting inventory levels. These include the physical characteristics of
the items (physical volume, weight, shape), the special temperature and humidity
storage requirements, the possibility of items becoming obsolete, and the sub-
stitutability of one item type for another. The models we will construct do not
consider these other factors.
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1.1.2 Inventory Policies

Many types of inventory policies are found in practice and are discussed in aca-
demic literature. These range from policies that are location specific, such as re-
order point/reorder quantity or (s,S) policies, to echelon-stock-based inventory
policies in which total system stock and system performance across all items at
all locations are considered. The inventory position at a location for an item is
equal to its on-hand plus on-order minus backordered inventory. Reorder points
are normally expressed in terms of inventory position. When following an (s,S)
policy, a location places an order when its inventory position falls to s or below
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and an order is placed to raise the inventory position to S. Echelon stock in a
resupply network refers to the inventory position at that location plus all the in-
ventory found in the resupply system for successor (downstream) locations in the
resupply network. In some environments, inventory levels are monitored continu-
ously while in others they are monitored only periodically. Policy implementation
obviously depends on whether reviews are continuous or periodic.

One important class of policies are called base stock, order-up-to, or (s—1,s)
policies. When employing these policies in a continuous review environment, an
order is placed every time a demand arises. The quantity ordered equals the quan-
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tity demanded. In periodic review situations, an order is placed in a period to raise
the inventory position to some specified level. In both cases, some target inventory
level, based on either echelon or installation inventory position, is used to trigger
an order. Thus, whenever the inventory position is below s when a review occurs,
an order is placed immediately to raise the inventory position for the location to s.
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1.2 An Overview of the Book

The environments that we will study in detail are a subset of those that we have
briefly discussed in the previous section. First, we will limit ourselves to con-
structing models for expensive items. We assume the costs of these items are high
enough so that all items are managed using either continuous review or periodic
review (s-1,s) policies. For the most part, we will assume that demand rates for
each item are low so that the stochastic processes generating the demands are
represented by discrete-valued random variables. Specifically, we assume that the
random variables representing the number of units demanded over lead times are
integer-valued.

Second, the resupply networks that we will examine are multi-echelon in
nature. In some cases, we will study two-echelon systems and in others three-
echelon systems.

Third, the items in certain cases are assumed to be consumable while in others
they are assumed to be repairable. The models are often constructed in two steps.
To begin, we develop probability distributions of the number of units on-order
or in repair at each location. Next, we usually construct economic models and
algorithms that can be used to calculate stock level values for each location in
the multi-echelon, multi-item systems. These economic models are based on the
probability model of the number of units on-order or in repair at all locations in
the resupply system.

Fourth, we will consider both periodic and continuous review situations.
These models are constructed to represent different operating environments and
to address different questions.

The contents of this book reflect some of our interests and experiences related
to the mathematical analysis of service parts systems. As such our goal is to syn-
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thesize only a portion of the literature on this topic. While our focus will be on
reviewing many important results, the book is in no sense encyclopedic. However,
to make the reader aware of a larger set of materials on this topic of service parts
inventories, we have provided an extensive bibliography on the subject.

Let us now summarize the contents of the remainder of the book.

Recall that we will restrict our attention to (s—1,s) policies for controlling
inventories. In the next chapter we will prove that such policies are optimal in sin-
gle location and serial type systems with both constant and random lead times.
Two alternative methods of proof are presented, which are due to Karlin and
Scarf [147] and Muharremoglu and Tsitsiklis [184].

Once we establish that the class of (s—1,s) policies is optimal for a broad
class of problems, we turn our attention in Chapter 3 to proving some key re-
sults used throughout the book. We establish mathematical properties associated
with important performance measures, develop rudimentary optimization models,
and demonstrate how alternative methods can be used to find system stock levels.
To demonstrate these properties and techniques we consider single location sys-
tems. The material found in Chapter 3 was originally published largely by Feeney
and Sherbrooke [89], Fox and Landi [92], and Everett [80].

We present an exact analysis of a two-echelon depot-base system for re-
pairable parts in Chapter 4. This analysis focuses on the development of the exact
distribution of the number of units on-order (in resupply) at each location in the
two-echelon system. We will see that while these exact distributions can be cal-
culated, the computational effort is too great to be of practical value. A work by
Simon [230] provides the basis for much of the material provided in this chapter.

In the fifth chapter, we consider a variety of tactical planning models for re-
pairable items. Most are based on the works of Sherbrooke [223], Graves [99],
and Muckstadt [174]. These models contain approximations to the exact distribu-
tions developed in the fourth chapter. We develop economic models and provide
algorithms for computing stock levels at each echelon and location for a collection
of items. These models are formulated to optimize a system performance measure
subject to constraints on investment in inventory. The solution methods we exam-
ine are of two types; one is a marginal analysis method, and the other employs a
Lagrangian relaxation technique. We also introduce models that consider multiple
indenture relationships for the repairable items. Multi-indentured repairable items
are ones that contain components that are themselves repairable. Both continuous
and periodic review models are discussed in this chapter.

A continuous-time model for the management of consumable items is the
topic considered in Chapter 6. In most of the models developed in earlier chapters,
the objective functions measure the expected number of backorders outstanding
at a random point in time subject to a single constraint on system investment.
Other models have as their objective the minimization of the average per period
cost of carrying inventory and shortages. The objective considered in this model
is the minimization of investment in system inventory subject to a collection of
constraints associated with time-based fill rate requirements for various contracts.
These contract constraints exist at each level of a three echelon system. In addi-
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tion, we present an algorithm for finding stock levels for each item at each location
in the three echelon system. This material is due to Caggiano, Muckstadt, Jackson
and Rappold [37].

Several models are presented in Chapter 7 that address the effectiveness of
pooling and lateral resupply in multi-echelon settings. The models developed in
previous chapters preclude the sharing of inventories among locations in the same
echelon. We now consider a few models that permit this sharing of stock among
locations. Two of these models are continuous review models and a third is a
periodic review model. These models are due to Axsiter [17], Lee [156], and
Caggiano, Jackson, Muckstadt, and Rappold [35]. We also show the effect on
inventory levels of having a three echelon rather than a two echelon resupply sys-
tem. A periodic review model, due to Eppen and Schrage [78], and a continuous
review model are presented to demonstrate the reasons for operating three echelon
systems.

All models developed to this point assume that repair capacity or production
capacity is unlimited. Resupply times for an order are assumed to be indepen-
dent of the resupply times for all other orders. In Chapter 8, we investigate the
impact of capacity on setting inventory levels. Both continuous-time and peri-
odic review models are developed. Some basic ideas are presented related to the
presence of capacity constrained systems. These ideas are given in Roundy and
Muckstadt [206].

The final two chapters address environments in which the demand and re-
supply processes are not necessarily stationary. A nonstationary generalization of
Palm’s theorem is discussed first in Chapter 9. A time dependent representation of
the probability distribution of the random variables measuring the number of units
in resupply at a depot and its bases is given. This model permits us to estimate, for
example, the effect on aircraft availability when both the demand and repair pro-
cesses are nonstationary. In Chapter 10, we present models that address real-time
decision-making rather than tactical planning, which is the focus of the models
in the first eight chapters. These real-time models are used to determine what to
repair in a period and what to allocate to bases from a depot. Furthermore, two
models consider both emergency and regular resupply of the bases by the depot.
The material in this chapter is due to Caggiano, Muckstadt, and Rappold [39].

Clearly there are many topics related to service parts management that are
not discussed in this book. As mentioned earlier, the topics covered are ones with
which we have had experiences and interest over the past several decades. For
additional summaries of other topics on this subject, we refer the reader to the
excellent review articles written by Nahmias [186] and Daniel, Guide and Srivas-
tava [67].
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Background: Analysis of (s-1, s) and
Order-Up-To Policies

Throughout our analyses, we limit our attention to (s—1,s) policies or order-up-to
policies in the continuous review and periodic review cases, respectively. Since
there are many types of policies that can be invoked, the obvious question is
why we confine our attention to only these types. While these policies are in-
tuitively appealing and hence are often applied in practice because of this appeal,
it is nonetheless important for us to know that they are optimal in many circum-
stances. In this chapter, we will show the optimality of these policies in several
environments via two different methods of proof.

We begin by considering a single location, single item system in which the
inventory is measured at the end of each period and an order is placed at that
time. In this environment, demand is assumed to be independent and identically
distributed from period to period, cost functions are the same in each period, and
the planning horizon is infinite. Fixed ordering costs are assumed to be negli-
gible compared to other costs. Resupply lead times are assumed to be constant
and known. We show the optimality of the order-up-to policy in this case us-
ing a classical dynamic programming approach following a proof by Karlin and
Scarf [147].

We next show the optimality of the (s—1,s) policy for managing a single item
in both single location and serial systems. Again, ordering decisions are made
periodically. Demand in each period is described by a discrete random variable
and is independent from period to period. Resupply lead times are assumed to be
random variables with the property that lead times of successive orders do not
cross. The method of proof is based on novel ideas presented by Muharremoglu
and Tsitsiklis [184].

The optimality of order-up-to policies in serial systems was first shown by
Clark and Scarf [49]. They introduced the notion of echelon stocks and proved
that each stage in the system makes its ordering decision based on its echelon
stock level. They employed a dynamic programming approach in their analysis,
which we will summarize subsequently.

Finally, we will study the optimality of the (s—1,s) policy when inventory lev-
els are monitored continuously. In this case, we will study in detail the situation
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where demand is described by a Poisson process. We also discuss the cases in
which demand is described by a compound Poisson process or a general renewal
process. We will carefully examine the case when resupply lead times are con-
stant; however, we also will comment on the cases where lead times are described
by random variables. The method of proof is new, although based on the observa-
tions of Muharremoglu and Tsitsiklis [184].

2.1 Optimality of Order-Up-To Policies in a Single Location,
Periodic Review, Backorder Environment

We examine a situation in which we periodically review the inventory level at a
single location and, based on this level, decide how much, if anything, should be
ordered. The time between making ordering decisions is fixed. Demand in each
period is characterized by a random variable that possesses a positive, continuous
density function, which we denote by g(x). While we can extend the ideas to
cases with arbitrary demand distributions, we limit the discussion to this case to
simplify notation and technical details. Demand is also independent from period
to period.

We assume the system operates as follows. At the beginning of each period,
inventory arrives that was ordered t periods previously. An order is then placed,
if required. At the end of the period, demand occurs, and period costs are charged.
We assume there are three types of costs: ordering, holding and backorder costs.
Ordering costs are incurred proportional to the quantity ordered in a period. Hold-
ing and backorder costs are charged proportional to the number of units of stock
on-hand or backordered at the period’s end.

Let y represent the net inventory at the beginning of a period, after the arrival
of stock ordered T periods in the past, g; the amount ordered previously and due
to arrive j periods in the future, ¢ the unit purchase cost, 4 the per unit holding
cost, b the per unit backorder cost, t the resupply lead time, and « the discount
rate with ¢ < 1. The quantity ¢g; will arrive at the beginning of the next period,
q> will arrive in the following period, and g, will arrive just after the beginning
of the (z — 1)*' period in the future. Let u be the amount ordered in the current
period. Finally, let f(y, q1, - - . , gr—1) represent the minimum expected cost when
following an optimal policy given (y, q1, - . ., gr—1), which completely describes
the state of the system.

In this environment, the dynamic programming functional equation is

.f(yaqla"~7q‘f—1)=

o
mig{c-u—i—L(y)—}—a/ f(y+q1—x,qz,...,qr_l,u)g(x)dx} 2.1
u> 0

where
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y [e¢]
h/ (y —x)g(x)dx +bf (x —y)gx)dx, y>0,
L(y) = Ooo Y
bfo (x — y)g(x)dx, y<0.

We noted that (y, q1, ..., gr—1) represents the system’s state at the period’s
beginning before an order of size u is placed. Hence u is a function of the sys-
tem’s state. An important question relates to how u depends on this state. This
relationship is made clear in the following theorem.

Theorem 1. The optimal policy for managing the system, u(y, qi, ..., q«—1),isa
function of the system’s inventory position, which is equal to y +q1+ - - - + gz —1.

The theorem states that the optimal order policy depends only on the value of
the inventory position and not on the specific valuesof yand g;, j =1, ..., 7—1.
While this result may be obvious, it requires proof, which we now present.

Proof. Observe that

f()’9 qlv -~-1q‘f—1) = min{C'u +L(y)
u>0
o0
+a/ FO+aq —x,qz,.--,qf_l,u)g(x)dx}
0
= L(y) +min{c “u
u>0

+a/0 fO+q —x,qz,...,qu,u)g(X)dx}. (2.2)

Clearly u*, an optimal value for u, is a function of (y + g1, ¢2, ..., gr—1). Thus

O qis - qe—1) = 1) + p(y + 41,92, -, gr—1), where I(y) = L(y). Ob-
serve that the optimal cost function depends on g; only by knowing y 4 ¢1. Sub-
stituting this function into (2.2), we see that

FO qs - ge—1) = 1(y) +IL}1>ig[c u +af0 [[(y+q1—x) (2.3)

+p(y+q1+q—x.q3, ..., g1, u)]g(x)dx
=1y + 4Ly +q1)

o0
+min[c-u+a/o p(y+q1—i—qz—x,qg,...,qf_l,u)g(x)dx]. 2.4)

u>0

Observe that this functional equation implies that u is a function of y + ¢; +
92,943, - - -, gr—1. Substituting the resulting function u of these values shows that

JO g ) =1 + Ly + 9D + p1(y + 91 +92. 43, - ... ge—1).
Obviously, this line of reasoning can be repeated and ultimately shows that

Soqr, i) =1+ Ly +qD+ -+l +q1+ -+ ge-1)
and that ™ is of the form u™ = u*(y +q1 + - - - + gz —1). O
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The function /;(y +g¢1 + - - - +¢;) represents the expected holding and backo-
rder costs incurred in the jth period in the future, j < v — 1. These costs depend
on the cumulative supply, y + g1 + - - - + ¢}, and the cumulative demand through
that period. Thus if cumulative supply exceeds cumulative demand, then inven-
tory will be on-hand and carrying costs will be incurred; otherwise, cumulative
demand exceeds cumulative supply and backorders will exist and backorder costs
incurred.

In summary, we have demonstrated that the optimal ordering policy has the
property that the order quantity that minimizes expected future discounted costs
is a function of the inventory position at the time the order is placed.

‘We now turn our attention to the exact structure of the optimal ordering policy.
The form of the policy is given in the following theorem.

Theorem 2. Given linear purchase, holding and backorder costs, the optimal pol-
icy is of the following form.: there exists a value s* such that the order quantity u*
is

T—1
u* = max {O,S* —(y+ Zéﬁ)} .
i=1

Proof. We prove this theorem in the manner presented by Karlin and Scarf [147].
To simplify notation, we assume v = 1. It is straightforward to show that Theo-
rem 2 holds in 1- and 2-period problems; the proof is left to the reader. We begin
by assuming the planning horizon is n periods long, n > 2, indexing the periods
from earliest to latest by n, n — 1, ..., 1, respectively. We then show that the ear-
liest period’s optimal order quantity u; is of the desired form, and then induct on
n. Later we let n — o00. Since 7 is finite, we construct the recursion for f,(y),
the minimum expected discounted cost if the current inventory position is y given
that there are n periods remaining in the planning horizon. The recursion is

) = I;lgg{c-u + L(y) +a/0 Ju—1(y +u —X)g(X)dx}.

Suppose u: (y) is the optimal solution to this n period problem, n > 2, and sup-
pose we have shown that this optimal policy is

won | sh—y, ity <sg,
() = {O, otherwise, (25)
where the value of sy (y) is the unique solution of
o0 ’
c+a / Sy (sp —x)g(x)dx = 0. (2.6)
0

‘We also assume for some n > 2 that we have shown that

* *
@ s, =s,_1,
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—c—{-L/(y), y<sy,

L(y)+o f()oo Jooi v —x)gx)dx, y > S

(c) fn(y) is a convex function, with f,;, (y) existing everywhere except possibly at
y = s; at sy, both right and left hand derivatives exist,

@ fo() < fo_ ).

Given that (a) through (d) hold, and that «} (y) is given by the policy form stated in
(2.5) and satisfies equation (2.6), for j = 1, ..., n, we now show that (a) through
(d) are also satisfied by the optimal policy for period n + 1. The recursion for the
n + 1 period horizon is

®) f,(y) =

o0
Jnr1(y) = Ilglg {C ~u+L(y) + a/ Ja(y +u— X)g(X)dx} .
> 0
The derivative of the minimand with respect to u is
o0 /
c—l—a/ [,y +u—x)g(x)dx. 2.7
0

Suppose w = y+-u, the total supply available to meet the total demand for periods
n + 1 and n. Then we restate (2.7) as

F,(w) =c+a /OO fo(w — x)g(x)dx. 2.8)
0

To make the problem interesting, we assume that b > %c ; 1.e., the potential
backorder cost outweighs the discount obtained by deferring purchases.

Recall that f,,(y) is a convex function. Hence F), (w) is a nondecreasing func-
tion of w because f,:/ (y) = 0. When y < 0, recall that

o

L(y) = b/ (x —y)g(x)dx and

0
, o0

L(y)= —b/ g(x)dx = —b.

0
From property (b), observe that as w — —o0,
o0 ’
Fa(w) =c¢ +a/0 Ju(w — x)g(x)dx

= c—}—ot/oo[—c—b]g(x)dx =(1—a)c—ba <O.
0

Note that limy_ e0 F,(w) = limy— o {c +a fo(w — x)g(x)dx}.
By the dominated convergence theorem,

lim {c—i—a/oo f,;(w —x)g(x)dx} = c—i—oz[oo lim fn/(w —x)g(x)dx,
0 0 w— 00

w—00



20 2 Background: Analysis of (s—1, s) and Order-Up-To Policies

because f,; (+) is bounded above and below by //(1 —«) and —(c+b), respectively.
Since limy,—, f,;(w —x) > 0, limy_ F,(w) > 0, too. Because F,(w) is a
continuous function, F, (w) must have at least one point w for which F, (w) = 0.
We have assumed that g(x) > 0 and x > 0. Now F;,(w) is constant for an interval
beginning at —oo and then strictly increases as w increases. Therefore, F; (w) has
a unique value w for which F,,(w) = 0. This value is s:

Remember that f,(y) < f,_,(y). Then

+1°

/

Fatw) = Fia(w) = [ [ =0 = £y =0)] gt
<0

and thus F,,(w) < F,_1(w). This in turn implies that s:H > sk
Suppose y < s, ;. Then the minimand of the following problem

mig {cu + L(y) +af Sy +u— X)g(x)dx}
u=> ()

occurs for “Z+1 = s;:H — y, where S::+1 solves F,(w) = 0.
We must now ensure that (a) through (d) hold for f,,11(-). We have already
shown that s, | > s,.

Now we have

¢ [sip —y]+ L)

fn+1(y) = + o fOOO fn(S:+1 - x)g(x)dx, y < S:;+11 (2.9)
L(y)+a [~ faly — x)g(x)dx, Y= sig
Hence
/ _ —c+L'(y), Y < Spips 210
Fr ) [L O +afi 6 —0gmde y =5y

which establishes property (b).
Next, let us show that property (d) holds. When y > s | > s,

fr) =L'0) +a /0 £y = 0g (0 dx
<Ly +a/0 fo (v —x0)gx)dx = £,();

when y < s,

’

foi) = —c+L'(y) = £,

*

finally, when s, <y <s, |,



2.1 Optimality of Order-Up-To Policies 21
Fos1 () = —c+ L (y).

But, —c < ozfo W 1(y x)g(x)dx in this range. Thus an(y) —c+L'(y) <

L )+ fo e l(y —x)g(x)dx = fn(y) when y > s;i. Hence, property (d) is
established for f,41(y).

Given our assumptions, L(y) is a convex function of y. Observe also that
I ' (y) is a continuous function of y, since F,,_1(s;) = 0. Furthermore, f};/ a»
exists everywhere except possibly at y = s* 4 (aty = s 41 both right and left
hand derivatives exist), and fn_H(y) > 0 because f,;, (y) = 0. Hence f+1(y) is
convex and possesses the properties expressed in (c).

Thus we conclude the induction step. To complete the proof, we need to
verify properties (a) through (d) hold for recursions f>(y) and fi(y), where
f1(y) = L(y). The verification of these properties follows using the same method
of analysis we have just completed; we leave this as an exercise. O

To this point, we have assumed that » is finite. As n — 00, we conjecture that
there exists a finite s* such that

*

i | ST=y, oy <st,
w(y) = {0, otherwise,

where s* is the unique solution of
00 ’
F(s*):c—i—a/ f*—x)gkx)dx =0
0
and f,; (y) — f/(y) as n — oo. It is easy to see that s* is the unique solution of

(1 —a)c +a/oo L'(s* — x)g(x)dx = 0.
0

We will not prove this conjecture, however.

The induction proof we presented for the case where t = 1 can easily be
extended to the general resupply lead time case where 7 is an integral number of
periods. In this case, we have the following theorem.

Theorem 3. Given our cost model with lead time t, the optimal policy is

-1
. -+ X5 14); Y+ <%
0, otherwise,

where s* solves
o0
(1—a)c+a” /0 L. (s*—x)gx)dx =0,

and Lj(y) = [;° Lj—1(y —x)g(x)dx, Lo(y) = L(y).
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2.2 Optimality of Order-Up-To Policies in Serial Systems

In the previous section, we demonstrated how dynamic programming can be used
to prove the optimality of base-stock policies in single stage (single installation)
systems. In their seminal paper, Clark and Scarf [49] proved the optimality of
base-stock policies for uncapacitated, periodic review, finite horizon, serial sys-
tems using a dynamic programming approach to obtain their results. The system
they studied consists of M physical installations, in which installation j procures
inventory from j + 1, j = 1, 2, ..., M. Installation M + 1 is assumed to have
an infinite supply of inventory. In any period, the amount procured by installation
Jj is limited to the inventory on hand at j 4 1. External demand occurs only at
installation 1. The lead time between installations j + 1 and j is assumed to be
a known and constant number of periods. The cost model consists of the follow-
ing components: (i) linear purchasing and shipping costs for moving inventory
between successive stages, (ii) linear holding and shortage costs at installation
1, (iii) for the higher numbered installations, holding costs charged proportional
to the stock in each echelon, that is, echelon stock. Echelon stock at installation
Jj (2 < j < M) is defined to be inventory on hand at installation j plus inven-
tory in transit to installation j plus echelon stock for installation j — 1; echelon
stock at installation 1 is defined as the inventory position at installation 1. Thus
echelon j stock is the total inventory on hand plus on-order at installation j plus
all inventory downstream of j less any backorders at installation 1. We note that
linear purchase and shipping costs can be assumed to be zero under very general
assumptions, as shown by Janakiraman and Muckstadt [139]. A brief discussion
of Clark and Scarf’s proof follows.

The state variable in Clark and Scarf’s dynamic programming formulation for
determining the optimal inventory policy for this system consists of a vector that
specifies the amount of inventory in each stage of the system (including each stage
of the pipeline between two installations). They prove that the cost of operating
this system can be decomposed into a sum of costs, one corresponding to each
echelon. The cost at echelon j, j > 1, is a function of the echelon inventory posi-
tion at that installation. An additional term is included that measures the expected
cost impact on installation j — 1 of not meeting the target inventory level. Further-
more, they showed that the cost function associated with each echelon has exactly
the same form as that of a single stage system. Consequently, the optimal policy
for each installation is an echelon base-stock policy. That is, there is a target level
s; corresponding to every installation j. An order is placed in every period to
raise the echelon j stock to its inventory position, s, which is the echelon j stock
plus the inventory in transit to installation j, if possible. If the inventory on hand
at installation j 4 1 is insufficient, installation j orders all the on-hand inventory
at installation j + 1.

This dynamic programming approach has been successfully used by several
authors in the last forty five years to establish the forms of the optimal policies for
several inventory systems. Another proof approach was introduced by Federgruen
and Zipkin [84] to prove the optimality of echelon base-stock policies in the in-
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finite horizon case when the performance measure is the infinite horizon average
cost per period. Subsequently, the same method was used by Chen and Song [44]
to prove the optimality of state dependent base-stock policies for these serial sys-
tems when demand is Markov modulated. The arguments are based on a lower
bound on cost, an interesting approach which is powerful and worth learning.

A third approach for establishing the forms of optimal policies in inventory
systems is the “single-item single-customer” approach introduced recently by
Muharremoglu and Tsitsiklis [184]. They proved that state dependent echelon
base-stock policies are optimal for uncapacitated multi-echelon serial systems
for both the finite and infinite horizon models when lead times and demands are
Markov modulated. We will now present and discuss their approach. For ease of
exposition, we will first restrict ourselves to analyzing a single stage system with
deterministic lead times and a finite planning horizon. We will then discuss how
to extend the ideas when the lead times are random and there are multiple stages.

2.2.1 The Single-Unit Single-Customer Approach: Single Location Case

As in Section 1, we will analyze a single location inventory system in which we
manage a single item. We assume that time is divided into periods of equal length.
We also assume the system operates as follows. At the beginning of each period,
an order is placed on an outside supplier and arrives exactly m — 1 periods in the
future. Subsequent to the time the order is placed, the order due in that period
is received from the supplier; customer demands are then observed. Demand in
each period is governed by an exogenous, stationary Markov Chain. All excess
demand is backordered. At the end of each period, both holding and backorder
costs are incurred.

2.2.1.1 Notation and Definitions

We begin our analysis by presenting the notation and key definitions. As stated,
we initially assume the planning horizon of the system consists of N periods,
numbered n = 1, 2, ..., N, in that order. We assume that there is an exogenous
finite-state, ergodic Markov Chain s, that governs the demand process, where s,,
is observed at the beginning of each period n. The transition probabilities for the
Markov Chain s,, are assumed to be known. Furthermore, given s,, the probability
distribution of D,,, the demand in period #n, is known.

We consider each unit of demand as an individual customer. Suppose at the be-
ginning of period 1 there are vy customers waiting to have their demand satisfied.
We index these customers 1, 2, .. ., vg in any order. All subsequent customers are
indexed vy + 1, vo + 2, ... in the order of the period of their arrivals, arbitrarily
breaking ties among customers that arrive in the same period.

Next, we define the concept of the distance of a customer at the beginning of
any period. See Figure 2.1. Every customer who has been served is at distance
0; every customer who has arrived, placed an actual order, but who has not yet
received inventory, is at distance 1; all customers arriving in subsequent periods
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are said to be at distances 2, 3, ... corresponding to the sequence in which they
will arrive. Distances are assigned to customers that arrive in the same period in
the same order as their indices. This ensures that customers with higher indices
are always at “higher” distances.

Next, we define the concept of a location for a unit. Again see Figure 2.1.
There are m + 2 possible locations at which a unit can exist. If the unit has been
used to satisfy a customer’s order, the location of this unit is 0. If it is part of the
inventory on hand, it is in location 1. If the unit has not been ordered from the
supplier, it is in location m + 1.

At the beginning of period 1, we assign an index to all units in a serial manner,
starting with units at location 1, then location 2, . . ., location m+ 1, and arbitrarily
assign an order to units present at the same location. We assume a countably
infinite number of units is available at the supplier, that is, location m + 1, at all
times.

We will use indices j and k to denote the indices of units as well as customers.
We define y;, to be the distance of customer j at the beginning of period n and
Zjn to be the location of unit j at the beginning of period 7.

Number units and customers 1,2,3... based on their
order of availability/arrival (present and future)

m=2
; g Location 1:
Location 3: Units to be g)f:hrgzd Distance 2,3,...: Customers
shipped in the future inventory to arrive in the future
Location 2 Distance 1: Waiting
customers(Backorders)

Fig. 2.1. Locations of Units and Distances of Customers

We define the state of the system at the beginning of period n to be the vector

Xn = (Sn»> (Z1ns Y1n)s (220> Y2n)s -+ ).
Next, we explain the sequence of events in period z in detail.

L. s, is observed. (z,, yjn) is knownforall j, j =0,1,2,... .

2. An order is placed, which we denote by ¢,, where g, is a nonnegative integer.
All units in locations j = 2, 3, ..., m move to the next location prior to
placing the order, that is, location j — 1. The g, units move from location
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m + 1 to location m. If it has been ordered from the supplier £ periods ago (1
< { < m),itis in location m — £.

3. Demand D,, is realized and these new customers arrive and are at distance 1.
That is, customers at distances 2, 3, ..., 2 + D, — 1 all arrive and are, by
definition, now at distance 1. All customers at distances 2 + D,,, 3+ D, ...
at the beginning of the period move D,, steps towards distance 1.

4. Units on-hand and waiting customers are matched to the extent possible. That
is, as many waiting customers are satisfied as possible and as many units on
hand are consumed as possible.

5. h dollars are charged per unit of inventory remaining on hand (at location
1) and b dollars are charged per waiting customer (at distance 1). Clearly,
only one of these costs will be incurred in any period. We assume b > h.
This ensures that if the inventory position is negative in some period, then the
optimal policy will be to increase the inventory position to some nonnegative
level.

The performance measure under consideration in our initial discussion is the
expected sum (discounted or undiscounted) of costs over the N period planning
horizon.

Next, we define a policy. Let u j, € {Release, Hold} denote the decision made
in period n for unit j. By Release, we mean that an order is placed for a unit and
that it enters the supplier’s production/distribution system. However, note that the
only units over which we have control are the units at the supplier, that is, at
location m + 1. The movement of all other units is governed by the lead time
and demand processes as defined previously. A policy is a function that maps
every possible realization of x, to a vector of Release/Hold actions for each unit
at location m + 1.

Observe, however, that when a decision is made to release g units from lo-
cation m + 1, it does not matter which ¢ units are released. Consequently, we
can consider a class of policies that always releases the units with the smallest
indices from m + 1. We call such a policy a monotone policy. A class of policies
is said to be optimal if it contains at least one optimal policy. The class of mono-
tone policies is clearly optimal. A monotone policy releases unit j before or at
the same time as unit j 4+ 1 but never in any period following the one in which
unit j + 1 is released. Similarly, we define a monotone state to be one where
lower indexed units are in the same or lower indexed locations. That is, zx, < zjn
if k < j. Since lead times are the same for all units and we started period 1 in a
monotone state, the system is always in a monotone state when a monotone policy
is followed. Furthermore, by definition, the customers also arrive in the order of
their indices. We define a policy as a committed policy if it ensures that the only
customer that the j™ unit can satisfy is customer j’s demand and that the only
unit that customer j can receive is the j unit. Assume that the units at location 1
that are picked to satisfy customers at distance 1, as well as the customers at dis-
tance 1 picked to consume units at location 1, are those with the lowest indices.
Hence, every monotone policy is also a committed policy. Consequently, the class
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of committed policies is also optimal. Since this is an important fact, we state this
as a lemma.

Lemma 1. The class of monotone policies is optimal. Furthermore, every mono-
tone policy is a committed policy and hence the class of committed policies is also
optimal.

In the next section, we develop a proof of the optimality of base-stock poli-
cies for periodic review, single stage uncapacitated systems of the type we have
described.

2.2.1.2 Optimality of Base-stock Policies

In this section, we first show that the system can be decomposed into a collection
of countably infinite subsystems, each having a single unit and a single customer.
Subsequently, we prove that each subsystem can be managed optimally by using
a policy we call a “critical distance” policy. We prove that when the same “critical
distance” policy is used to manage each subsystem, the system follows a base-
stock policy.

2.2.1.2.1 Decomposition of the System into Subsystems

Let us first outline the proof technique. First, we observe that the cost of the sys-
tem is the sum of the costs incurred for each unit-customer pair. Second, we show
that each of these pairs can be controlled independently and optimally and that the
resulting policy is optimal for the entire system. Third, we examine the individual
unit-customer problem and show that the optimal policy is a “critical distance”
policy: Release a unit if and only if the corresponding customer is closer than a
critical distance. Last, we observe that operating each unit-customer pair using
a critical distance policy produces an echelon base-stock policy in the original
system.

Let us now precisely define the concepts of the system, the subsystems, and
the sets of constraints that govern these systems and subsystems.

Definition 1. Let S refer to the entire system with all the units and all the cus-
tomers. Subsystem w, represented by Sy, 1 < w, refers to the unit-customer pair
with index w.

Definition 2. Constraints on Monotone and Committed Policies in S:
Moneotonicity: Unit j (j = 1, 2, ... ) can not be released before unit j — 1.
Commitment: Unit j (j =1, 2, ...) serves customer j.

Definition 3. Constraint on Committed Policies in Sy,:
Commitment: Unit w serves customer w.
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We will now show that the optimal cost for the system S is equal to the sum of
the optimal costs for the subsystems S,,,. We will prove this fact by demonstrating
that every monotone and committed policy for system S corresponds to a set of
monotone and committed policies for the subsystems, Sy, and that any set of
monotone and committed policies for the subsystems yields a feasible policy for
the system S. We will also show that when the individual subsystems are managed
“independently and optimally”, the resulting policy for the system S is optimal.

From now on, we will use S to denote the group of all subsystems, that is, S
= (51, 82, . . . ). When only monotone and committed policies are considered, the
constraints in definition 2 apply to S while the constraint in definition 3 applies
to S. When we say “the (optimal) expected cost for S”, we mean the sum of the
(optimal) expected subsystem costs.

We have assumed so far that x;, is the state information available to us while
managing the entire system S or any subsystem S,,. However, observe that the
subsystems are “operationally independent” in the sense that each subsystem can
be managed independently without being affected by the policies used to manage
the other subsystems. Consequently, we can find an optimal policy for managing
Sy, that uses only those parts of the state vector x, that pertain to unit w and
customer w. We define x’ =ger (Su, Zwn» Ywn)- Thus, x, is a sufficient state de-
scriptor for S,,. This means that an optimal policy for S can be found by managing
the subsystems independently. A subtle point to be noted here is that the subsys-
tems, though operationally independent, are stochastically dependent through the
demand process.

We are now ready to state and prove the results relating the optimal costs and
policies for the system S and the subsystems Sy, w = 1,2, ....

Theorem 4. For any starting state x| in period 1, the optimal expected discounted
(undiscounted) cost in periods 1, 2, ..., N for system S equals the optimal ex-
pected discounted (undiscounted) cost in periods 1, 2, ..., N for the group of
subsystems S. Furthermore, when each subsystem w is managed independently
and optimally using the state vector x,’ in every period n, the resulting policy is
optimal for the entire system, S.

Proof. First, observe that the cost incurred by S is the sum of the costs incurred by
every unit and every customer, since the holding and backorder costs are linear.

Second, observe that every monotone and committed policy for S produces a
set of committed policies, one for each subsystem &,,. Consequently, the optimal
expected cost for S is a lower bound on the optimal expected cost for S over any
number of periods, since a monotone and committed policy is optimal for S.

Third, observe that operating each subsystem independently using any com-
mitted policy is a feasible policy for S. Consequently, the optimal expected cost
for S is a lower bound on the optimal expected cost for S.

Combining the two lower-bound arguments above proves that the optimal ex-
pected costs for S and S are equal. The earlier discussion about the “operational
independence” of the subsystems and this equality result show that when each
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subsystem w is managed independently and optimally using the state vector x,/,
the resulting policy for the entire system, S, is optimal. O

Next, we show the existence of an optimal policy with a very special structure
for every subsystem.

2.2.1.2.2 Optimal Policy Structure for a Subsystem

Before examining an individual subsystem, we first observe that all subsystems
are identical in the sense that (i) they have identical cost structures and (ii) given a
state (x,’) and a fixed operating policy for a subsystem, the stochastic evolution of
the subsystem is independent of the index w. Consequently, the optimal policies
are identical across all subsystems.

We define R (s,, y) C {Release, Hold} to be the set of optimal decisions for
subsystem w at time n if the state of the exogenous Markov Chain is s, and if y,,
is y and if zy, ism + 1.

Next, we show that there is a “critical distance” policy that is optimal for a
subsystem. We need the following Lemma to prove this fact. The lemma states
that if it is uniquely optimal for subsystem w to release unit w (if it is at location
m + 1) in period n when the system is in the Markovian-state s,, and customer w
is at a distance y + 1, then it would be optimal to release it if the customer were
any closer and the unit were at location m + 1.

Lemma 2. R’ (s,, y + 1) = {Release} implies that R} (s,, y) 2 {Release}.

Proof. The proof is by contradiction. Assume the statement is not true. That is,
there exists n, s, and y such that R} (s,, y + 1) = {Release} and R} (s,, y) =
{Hold}. Another way of saying this is as follows: it is suboptimal for a subsystem
to hold unit w if customer w is at a distance y + 1 while it is suboptimal for a
subsystem to release unit w if customer w were at a distance y.

Consider some monotone and committed policy for S. Assume the exogenous
Markov Chain is at state s, in period n and that we can find subsystems w and
w + 1 such that y,, is ¥y and yy+1), is ¥ 4+ 1. Monotonicity implies that this
policy would choose one of the following three pairs of actions for units w and
w + 1: (a) release both w and w + 1, (b) hold both w and w + 1 and (c) release w
and hold w + 1.

Cases (a) and (c) are suboptimal for subsystem w, while cases (b) and (c)
are suboptimal for subsystem w + 1 due to our initial assumption. This implies
that any monotone and committed policy for S is suboptimal for at least one of
subsystems w and w + 1. So, any monotone and committed policy for S has a
higher expected cost than the optimal cost for S from period n onwards, which is
the same as the optimal cost for S. This implies that no monotone and committed
policy can be optimal for S, which contradicts our earlier assertion about the
optimality of some such policy. Therefore, our assumption about R (s,, y) and
R (sn, y + 1) is invalid. O
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We use this Lemma to develop the notion of a “critical distance” policy. Let
us define

Vi) € max{y : Ri(sa.y) 2 {Release} } .

y*(n, sp) is defined in such a way that it is optimal to release unit w if and
only if customer w is at a distance of y*(n, s,) or closer. This distance y*(n, s;,)
is the “critical distance” in period n and Markovian state s, for every subsystem.

Consider the policy

Ry(sn,y) = {Release} ifandonlyif y < y*(n,s,) .

Policy R, is an optimal policy for every subsystem. The next observation we make
is that when policy R, is used in period n for every subsystem, the resulting policy
for the original system S is an order-up-to policy. This can be shown either using
an algebraic proof or using a more intuitive argument, which we now provide.

Theorem 5. The optimal policy for S is to release as many units as necessary to
raise the inventory position to y*(n, s,)—1 in period n when in Markovian state s,
and the planning horizon consists of N periods. That is, a state dependent order-
up-to or base-stock policy is optimal for the entire system when the planning
horizon is finite.

Proof. We know that policy R, is optimal for every subsystem. It can be seen that
if Ry, ..., R,— are the policies used on each of the subsystems in periods 1, .. .,
n — 1, we will start period n in a state where the units that are in location m + 1
bear consecutive labels. Consequently, the corresponding customers who have not
arrived are in consecutive distances. Among these customers, those in locations
2,3, ..., y"(n, s,) are all within the critical distance y*(n, s,,). All backordered
customers are also within the critical distance. The policy R, dictated that we
should release the waiting unit in just the right number of subsystems in period n
so that all waiting customers and all future customers within the critical distance
can be satisfied with the units on-hand or on-order. That is equivalent to saying
we would raise the inventory position to y*(n, s,) — 1. O

This concludes the proof of the finite horizon, optimality result for uncapac-
itated single stage systems with constant lead times. Muharremoglu and Tsitsik-
lis [184] present the analysis of the infinite horizon problem. In the next two
sections, we will discuss how this approach can be extended to more general sit-
uations.

2.2.2 Stochastic Lead Times

So far, we have assumed that the lead time is exactly m — 1 periods. Let us now
relax this assumption by allowing stochastic lead times subject to the restriction
that orders can not cross, that is, the sequence in which orders are received from
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the supplier corresponds to the sequence in which orders were placed on the sup-
plier. We permit the lead time distribution to be governed by the Markov Chain
s,. This lead time model is described below.

The lead time process evolves as follows. There is a random variable p,,,
whose distribution is determined completely by s, that specifies the least “age”
of orders that will be delivered in period n to location 1. This means all outstand-
ing orders placed in period n — p, or earlier are delivered in period n. We assume
that the sample space of the random variable p, is {0, 1,2, ... ,m — 1} and con-
sequently, the maximum lead time of an order is m — 1 periods.

The sequence of events in a period as described in Section 2.2.1.1 is now
modified slightly. Due to the possibility of more than one period’s orders arriving
at location 1 in a period, we include the following event just prior to observing
the demand in period n.

o py, is realized; if p, < m — 2, all units in locations 2 through m — p, arrive
from the supplier and are at location 1. If p,, = m — 1, then no units arrive at
location 1.

It is easy to verify that all the analysis and results that we presented for the
“deterministic lead time model” hold for the stochastic lead time model described
above. Therefore, state-dependent echelon base-stock policies are optimal for the
single stage system even when lead times are stochastic and noncrossing.

2.2.3 The Serial Systems Case

The next extension to our analysis is the case of serial systems. In the single ech-
elon case, the only location from which a unit could be released using a control
policy was location m + 1. In the multiple echelon case, there are more “physi-
cal locations” from which a unit can be released using the control policy. These
physical locations correspond to stages in the production/distribution system. In
addition, there are as many “artificial locations” between successive stages. The
number of these artificial locations corresponds to the maximum possible lead
time between these stages. We still assume that orders do not cross. The cost
model is the same as discussed in the beginning of Section 2.2. The optimality
of state dependent echelon base-stock policies can be verified by repeating the
following arguments, which we used in the analysis of the single stage system.
First, the cost for system S is still the sum of the costs for the subsystems
because of the linear cost structure. Second, monotone and committed policies
are still optimal. Third, each subsystem can be operated independently and opti-
mally, which results in an optimal policy for system S. Fourth, the optimal policy
for a subsystem should be such that if it is optimal to release a unit from a stage
or physical location when the corresponding customer is at a distance y, then it
would also be optimal to release the unit from that stage if the customer were
any closer. Consequently, an appropriately defined critical distance policy is op-
timal for every subsystem. Now there is a critical distance corresponding to each
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stage. When this policy is used for every subsystem, the resulting policy is a state-
dependent echelon base-stock policy for the system S. The proofs of all these re-
sults are identical to the proofs for the corresponding results for the single stage
system. Consequently, it is clear that state-dependent echelon base-stock policies
are optimal for serial systems with Markov modulated demands and noncrossing
lead times.

In the next section, we discuss how the single-unit, single-customer approach
can be used for continuous review systems.

2.2.4 Continuous Review Systems

We now examine single stage, continuous review systems and present some mod-
elling assumptions and arguments to extend the optimality results to these sys-
tems. Let us assume the planning horizon is infinite and the goal is to find the
policy that minimizes the average cost per unit time. The following discussion is
meant to be intuitive rather than technically rigorous.

The following are the main differences between continuous-time and periodic
review systems. First, the echelon holding costs at all echelons as well as the
backorder costs at stage 1 are now charged continuously. That is, the holding and
backorder cost parameters have the units of dollars/unit/year. Second, customers
and orders can arrive at any time and orders can be placed at any time, not just at
pre-specified points in time.

The concept of customer distance stays the same while the location of a unit
is now a continuously changing process. In fact, if L is the maximum lead time,
the location of unit j at time ¢ is defined as (i) L + 1 if it is at the supplier, (ii)
(I 4+ L — (¢ —t;)) if it was released at time #; but has not arrived by time ¢, (iii) 0
if it has satisfied the demand of a customer and (iv) 1 if it is part of inventory on
hand.

This section has several purposes. The first purpose is to argue intuitively that
base-stock policies are optimal when the demands are modelled as a compound
Poisson process. More will be said about these processes in the next chapter. The
next purpose is to extend the argument to the more general case of compound
renewal demand processes. We conclude the section with a procedure to compute
the order-up-to level for the special case of Poisson demand processes.

2.2.4.1 The Optimality Proof for Compound Poisson Demand Processes

Let us now examine the case where demands are modelled as a compound Pois-
son process; i.e., the size of a customer order is a random variable with an arbi-
trary distribution; the arrival of customers follows a stationary Poisson process.
Lead times are assumed to be constant. It is intuitively clear that the following
propositions that we proved in the periodic review case hold for the continuous
review case as well, where the objective is to minimize the average cost per unit
time. First, monotone and committed policies are optimal. Second, managing each
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unit-customer pair independently and optimally produces an optimal policy for
the entire system.

Consider any unit-customer pair j at any time ¢ such that the unit is at the sup-
plier. Intuitively, the only quantity that the optimal Release/Hold decision should
depend on is the amount of time left for customer j to arrive. This “time to ar-
rive” is a random variable, the distribution of which can be completely determined
using yj;, the distance of customer j at time ¢ because of the memoryless prop-
erty of the Poisson process. Furthermore, the class of policies that is restricted to
Release item j only at customer arrival epochs is optimal because of the memo-
ryless property.

The system is now identical to a periodic review system except that the length
of a period is now the time between the arrival of two consecutive customer or-
ders. Recall, that the proof that a critical distance policy is optimal for a single-unit
single-customer subsystem, in the periodic review case, does not use the fact that
all periods are of equal length. Consequently, this proof holds for this continu-
ous review system as well. Similarly, the proof of the claim that using a critical
distance policy for every subsystem produces a base-stock policy for the origi-
nal system does not depend on the length of a period. Therefore, order-up-to or
base-stock policies are optimal for the continuous review system with compound
Poisson demands.

2.2.4.2 The Optimality Proof for Compound Renewal Demand Processes

Next, suppose that the time between the receipt of two consecutive customer ar-
rivals is a random variable. These inter-arrival times are independent and identi-
cally distributed; that is, the customer arrival process is a renewal process. The
number of units ordered by each customer is described by a discrete random vari-
able whose distribution function is arbitrary. The compound Poisson model is a
special case of this model. Lead times are assumed to be constant.

In the compound Poisson case, it was sufficient to restrict Release/Hold de-
cisions to customer arrival epochs because of the memoryless property of the
Poisson process. However, in this more general renewal process environment, it
might be optimal to release a unit from the supplier at a point in time between two
arrivals since the distribution of the time until the next arrival changes through
time continuously.

The arguments about a critical distance policy being optimal for the single-
unit single-customer problem and about using an optimal policy for each pair to
produce an optimal policy for the entire system are still valid. The only difference
between the compound Poisson case and the more general compound renewal
case is that the critical distance is now a function of the time since the time of
the arrival of the previous customer. Consequently, state dependent base-stock
policies are optimal for these systems, where the state includes the time since the
previous arrival.

In fact, the interarrival times, the demand size at each arrival epoch, and the
lead times could be dependent on a continuous-time Markov Chain {s;}. The pre-
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ceding discussion holds for these generalities as well. Note, however, that our dis-
cussion pertains only to the proof of the optimality of state dependent base-stock
policies and not the computation of the optimal base-stock level, which could
be a computational challenge when a Markov modulated demand environment is
considered.

2.2.4.3 A Computational Procedure for Minimizing the Expected Steady
State Cost when Demands are Poisson

‘We now consider a single stage system that is reviewed continuously. The perfor-
mance measure of interest is the expected steady state cost per unit time. The de-
mand process is assumed to be a Poisson process with arrival rate . We will first
present a set of conjectures for this system, without presenting rigorous proofs.
Finally, we use these conjectures to develop a computational procedure to deter-
mine the optimal base-stock level for this system.

First, we present a conjecture about the expected long run inflow of units.

Conjecture 1. Let I N () be the expected number of units released into the system
by time ¢. Then, lim;—, o [IN(¢)/t] = A. That is, the expected long run rate of
inflow of units equals the expected long run demand rate, A.

Next, we present a conjecture that relates the expected steady state cost per
unit time to the expected total cost incurred by every unit-customer pair.

Conjecture 2. Let C* be the optimal expected steady state cost per unit time for
S. Let u* be the expected cost incurred by any unit-customer pair when it is man-
aged by the policy that minimizes the total expected cost incurred by this pair
during the time interval [0, 0o). Then, C* = A - u*. Furthermore, each subsystem
(unit-customer pair) can be managed optimally with the expected total cost per-
formance measure and the resulting policy is optimal for S with the steady state
expected cost per unit time performance measure.

This conjecture implies that it is sufficient to find the policy that minimizes
the total expected cost associated with each unit-customer subsystem.

Next, we present a computational procedure to determine such a policy for
every subsystem. First, we develop some necessary notation.

Let u(y) be the expected cost associated with a subsystem during the time
interval (¢, oo) if the distance of the customer at time ¢ is y and the unit is just
released. Let 47 (y) be the arrival time of this customer. That is, # (y) is the length
of time for y — 1 arrivals to take place. Given that the arrival process is Poisson,
t(y) is gamma distributed with parameters (y — 1, 1/A). Therefore, u(y) can be
calculated as

1w = E@ (h-¢) -0 +b-(L—to)T) .

Since monotone policies are optimal, it has to be true that if it is optimal to release
aunit when the corresponding customer is at a distance y, then it would be optimal
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to release the unit if the customer were at distance y — 1. In other words, u(y) is
such that it first decreases in y and then increases in y with the minimum occurring
at the smallest value of y such that u(y + 1) > u(y). This value of y, which we
denote by y*, is that distance that triggers a release.

The optimal policy for the original system is therefore an order-up-to (y* — 1)
policy.

2.3 Problem Set, Chapter 2

2.1. In Section 2.1, we proved the optimality of an order-up-to policy for a par-
ticular single location environment (Theorem 2). The proof was by induction. We
assumed that properties (a) through (d) held for recursions f>(y) and f1(y) as de-
fined in that section. Complete the proof of this theorem by verifying properties
(a) through (d) do hold when there are but two periods in the planning horizon.

2.1 Suppose there are three periods in the planning horizon and demand in each
period has an exponential distribution with a mean of 5 units. Suppose the lead
time is one period in length and there are currently 5 units on order. The unit cost
is $20, the holding cost is $1 per unit per period, the backorder cost is $10 per
unit per period. The discount factor, «, is equal to 1. Find the optimal policy for
the planning horizon.

2.2. Prove Theorem 3.

2.3. In Section 2.2.1, we proved the optimality of order-up-to policies for a single
location system by employing a “single-unit, single-customer” approach. We as-
sumed that an exogenous finite state, ergodic Markov Chain governs the demand
process. Suppose this chain is trivial, that is, it has only a single state s. Deter-
mine the states that the system attains in the first five periods given the following
information. The maximum lead time is 4 periods. At the beginning of period
1, there are 3 backorders and there is no inventory in the system. Furthermore,
q1 = 10,92 = 7,93 = 12,94 = 3,95 = 8;p1 = 0,02 = 2,03 = 2,p4 =
1,05 =0;d1 =5,db=8,d3 =14,ds =5,d5 = 7.

2.4. Suppose the operating environment described in Section 2.1 and Section 2.2
of this chapter is modified slightly. Suppose all inventory left over at the end
of the planning horizon can be returned at the purchase cost ¢, and suppose all
backorders that exist at the end of the horizon can be cleared by purchasing an
equal amount of inventory. This purchased quantity arrives instantaneously and
at a cost of ¢ per unit. In this modified environment, show that the costs (c, &, b)
can be transformed into a new set of costs (¢, fz, 15) where ¢ is zero. Furthermore,
show that a myopic policy is optimal for the finite horizon and infinite horizon
cases where the cost model is either to minimize the expected discounted cost or
the average cost per period.
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2.5. Assume the system described in Section 2.1 and Section 2.2 is altered as
follows: demand in period n 4 t is observed in period n. That is, advance demand
information is available for t periods into the future. How do the results change
when (a) the order lead time is longer than t, and (b) when the lead time is shorter
than t?

2.6. Consider a single stage inventory system with the following characteristics:
(a) it is reviewed continuously, (b) ordering costs are linear, that is, there is no
fixed ordering cost, (c) there are linear holding and backorder costs, (d) the de-
mand process is Poisson, and (e) the order lead time is 7. For this system, con-
jecture the structure of the optimal ordering policy. Outline a proof based on the
single-unit decomposition approach discussed in Section 2.2. Can you extend this
to a stationary demand process with an arbitrary interarrival distribution and an
arbitrary distribution of order sizes?
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Background Concepts: An Introduction to the
(s—1, s) Policy under Poisson and Compound Poisson
Demand

We will now discuss the implications of following a (s—1,s) inventory policy when
inventories are reviewed continuously in time. Recall that the stock level, s, mea-
sures the amount of inventory on-hand plus on-order minus backorders, that is,
the stock level represents the inventory position for a particular location. In cer-
tain situations, we will refer to the on-order quantity as the “in resupply” quantity.
This “in resupply” terminology is often used in military and aviation applications
in which items fail and are repaired or are procured from an external source. When
a (s—1,s) policy is followed, an order is placed immediately whenever a demand
occurs for one or more units of an item. The order quantity matches exactly the
size of the demand. Hence, the inventory position is constant in this case.

Our specific objective in this chapter is to show how to compute the station-
ary probability distribution of the quantity of units in resupply. The amount in
resupply at a random point in time is a key random variable in the study of the
behavior of systems managed using a (s—1,s) policy. Once its stationary distribu-
tion is known, we can easily determine the stationary distribution for on-hand and
backordered inventory. We will focus primarily on the case where backorders are
allowed, since the analysis is simpler. As a special case, however, we will also
analyze a situation where excess demand over supply is lost.

We first show how to compute the distribution for the quantity in resupply in
the backorder case when the replenishment lead times or equivalently the resupply
times are independent and identically distributed. We do this by first assuming the
demand process is a Poisson process, then generalize this result to the case where
the demand process is a compound Poisson process.

After we show how to calculate the stationary distributions, we show how
to determine key statistical measures of supply system performance. Lastly, we
present optimization models and algorithms for computing stock levels when
items are managed using an (s—1,s) policy.
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3.1 Steady State Distribution of the Number of Units in
Resupply

The construction of the steady state distribution of the number of units in resupply
in either the Poisson or compound Poisson demand cases follows from the prop-
erties of the underlying Poisson processes generating the orders. Let us begin by
reviewing some of these properties.

Let A represent the demand rate of the underlying Poisson customer order
process. Now, first suppose exactly one order occurs during the time interval [0, #].
Given that this order has occurred, let us establish the distribution of the time at
which the order was placed. Intuitively, this distribution should be uniform since
a Poisson process has stationary and independent increments. Let 7 be the time
at which this event occurs, and let N (¢) represent the number of customer orders
received in [0, ¢]. Then, for s < ¢,

P[T <s;N() =1]

PIT <sIN(@) =1] =

PIN() =1]
_ PIN(s)=1;N(t —s) = 0]
B P[N(1) = 1]
_ P[N(s)=1]- P[N(t —s) = 0]
B P[N(1) = 1]
As e—As e—k(l—s)
- Ate M

N
P .

Hence the time at which the customer arrival occurs is uniformly distributed over
the interval [O, 7].

This result can be generalized as follows. Suppose Xi,..., X, are n in-
dependent and identically distributed random variables. The random variables
Xy, ..., X are order statistics corresponding to X1, ..., X, if X, corre-
sponds to the k™ smallest value among the random variables, X1, ..., X,,. Let
f (x;) represent the common density function for the X;. Then the joint density
function for the X;) is

.fX(l),.‘.,X(n) (-xla LR xn) = n!n?:]f(xi)ﬂ X <00 < Xp. (31)

The term n! appears because there are that many permutations of X1, ..., X, that
lead to the same order statistic.

Now suppose that N(#) = n and suppose X1, ..., X, are the arrival times

of the 1st,2nd, ..., nth customer orders, respectively. Then X1, ..., X, have

the same distribution as do the order statistics corresponding to n independent
random variables that have uniform distributions over the interval [0, ¢]. We can
prove this fact in the following manner.

Suppose we have times 71, ...,#,, where 0 < ] <fp < --- <t, < t,and A;
small enough in value so that
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ti+ A <tiy1 and t, + A, <. 3.2)
Then

Pl =Xi =i+ A1, .t Xy <ty + Ay|N() =n]

__ P[I cust order is placed in [t;,t;+A;],i=1,...,n, and no cust orders are placed elsewhere in [0,#]]
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Taking the limit of the left hand side as A; — 0 for all i, we obtain
n!
le ,,,,, X"(tl""’t”)zt_n’ 0<t1<t2<~-~<ln<l‘, (3.3)

which is the desired result. Thus, we may conclude that if n customer orders
are placed in [0, 7], then the times at which these orders are placed, considered
as unordered times, are independent and uniformly distributed over the interval
[0, £].

3.1.1 Backorder Case

We are now ready to establish a remarkable result, which is a restatement of a
theorem attributed to Palm [191].

Theorem 6. Suppose s is the stock level for an item whose demands are gener-
ated by a Poisson process with rate \. Suppose further that the resupply time
random variables have density functions g(t) with mean T, and have distribution
Sfunctions G(t). Suppose further that the resupply times are independent and iden-
tically distributed from customer order to customer order. Then the steady state
probability that x units are in resupply is given by

e M —()ﬁ)x .

(3.4)
x!

Proof. Suppose N (t) = n customer orders have been placed in [0, ]. We know
that

— A\t ()"t)n

P[IN(t)=n]l=c¢e¢
n!

(3.5)

Since a (s—1,s) policy is employed to manage the inventory, each customer
order generates a corresponding request on the resupply system. Next, let

q:(x|n) = P[x units are in resupply at time ¢|N () = n]. 3.6)
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Consider any one of the n orders. As we just demonstrated, the time of its place-
ment is uniformly distributed over the interval [0, #]. Suppose this order was
placed at time s€[0, ¢]. Then the probability that the corresponding unit remains
in the resupply system at time 7 is 1 — G(t — ).

Let p be the common probability that any unit that arrives during [0, ] re-
mains in the resupply system at time ¢. Since 1 — G(¢r — s) measures the con-
ditional probability that the unit entering the resupply system at time s remains
unsatisfied at time ¢, the unconditional probability is given by

! ds
P=/[1—G(I—S)]—
0 t

1 t
= -/ [1—G( —s)]ds
t Jo

1 0
—?/ [1 — G(u)]du

1 ’t
—/ [1—G(u)]du.
t Jo

Since each arriving order in [0, ¢] has a probability p that its corresponding
resupply request is not satisfied by time ¢, the probability that x of the n arriving
units in the resupply system remain in it at time ¢ is given by

g (xn) = (Z) pra=pt. 3.7

Now the unconditional probability that x units remain in the resupply system
at time ¢ is

a(x) =Y _ qi(x|n) - PIN(t) =n]
= n X n—x ,— ()“t)n
;<x>p(1—p) e“—n!

= ( " e = pyre i B
n

—x)lx! n!

n=x

_ e M(prr)” i [ = p))”

x! n!

n=0
e—kt ekt—ktp (p)»l‘)x

x!
— o MP (Atp)*
- x!

But p = 1 [i[1 — G(u)]du, so
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=G X Joll = Gl dul*

gr(x)=c¢e ' (3.8)
x!
Let

qx) = tlirgo qr (x). (3.9)

Recall that

t o0
tlim / [1-—Gw)]du = / [1-—Gw)]du =7, (3.10)
and therefore
g(x) = e—”@. (3.11)
x!

Hence, the probability that there are n units in the resupply system is Poisson
distributed with mean AT; i.e., we do not need to know the density function for
the resupply time, but only the mean of the resupply time, T. O

Let us now turn to the case where the demand process is a compound Poisson
process. In this case, customer orders arrive according to a Poisson process, but
the order quantity is not necessarily for one unit. We assume the order quanti-
ties for arriving customers are independent and identically distributed where the
probability that an order is of size j is represented by u ;.

There are two important and commonly used choices for the values of u ;. One
is where the compounding distribution is a geometric distribution, that is, where

uj=1-pp’~lj=1 0<p<1; (3.12)
the other is where the compounding distribution is a logarithmic distribution with

1 — p)/
uj = _%(lnp)*‘, O<p<l1,j>1. (3.13)

We will discuss the implications of using each of these two distributions. But
first let us consider some general properties of compound Poisson distributions.

Let { X} be the set of mutually independent and identically distributed random
variables corresponding to customer order sizes. Then

P[Xy = jl = uj for all k. (3.14)
Furthermore, the generating function for Xy for all k is given by

Gw) =) vluj. (3.15)
j

We are interested in the distribution of the total number of units ordered by N
customers, that is, the distribution of Sy, where
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Svn=X1+---+ Xn. (3.16)

The random variable N is independent of the random variables Xj. Suppose
we let

s A"
n!

gn=P[N=n]=c¢e (3.17)

Let w;, be the probability that the total number of units ordered by the random
number of customers is equal to m. Then

wm=ZP[N=n]~P[X1+-~~+Xn=m]. (3.18)
n=0

For a given value of n, the distribution of X; + --- + X, is simply the n-
fold convolution of the distribution # ; with itself. The generating function for this
convolution is [G(v)]". Also, the generating function of the sum Sy is

H®Ww) = Z vV wy,

= Zv’"iP[N:n]-P[SN =m|N =n]
m n=0

> [vaP[sN =m|N :n]} g

=0

o0

=Y [GW)I" - gn.

=0

—at )"

Since g, = ¢ I

H(v) = ef)»t+)\.tG(U) (3.19)
because the generating function f(y) for a Poisson distributed random variable is
fy) = e My, (3.20)

Let us now return to the two example cases for the compounding distribu-
tions. When the order size distribution is a geometric distribution, the generating
function is given by

Gw) =Y v/ —-pp!
j=1
=Y (= pp(pv)!
Jj=1
= —pu) (pv)
j=0
_d=pp

, when pv < 1.
1—pv
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Therefore,
_ (U=pp
H) = o Az+u( - )
Also note that
(1 _ )U n
[GW)]" = [—1 — Zv } ; (3.21)

which is the generating function of a negative binomially distributed random vari-
able that is translated to the right. This random variable has mean

n
I=p
ance —— (] )
When the compounding distribution is geometric, the resulting compound
Poisson distribution is called a stuttering Poisson distribution.
Now suppose the compounding distribution has a logarithmic distribution.

Then

G(v):Zv Uy
_ iw“"’)"

— nlnp

1 Z [(1 = pyv]"
~ Inp n

n=1

1
= —In[l — (1 — p)v], when |(1 — p)v| < 1.
Inp

Suppose we let . = —In p. Then
H(v) — e—AH—AtG(v)

_ (elnp)t(e—lnpﬁ ln[l—(l—p)v])t

=)
S l1-a-puw]

But this is the generating function for a negative binomial distribution. Hence,
when the compounding distribution is logarithmic, the compound Poisson dis-
tribution describing total demand is a negative binomial distribution when A =
—Inp.

Let us now state the generalization of Palm’s theorem for the case of a com-
pound Poisson process for the backorder case.

Theorem 7. Suppose demands occur according to a compound Poisson process
where ) is the customer order arrival rate. Suppose also that the resupply times
are independent and identically distributed with density g(t) with mean T. As-
sume when a customer order is received, the resupply time for all units in the
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order is the same and is drawn from the resupply time distribution. The steady
state probability of x units in resupply is given by the compound Poisson distribu-
tion with mean ATu, where U is the average customer order size.

Proof. The proof of this theorem is straightforward. Again let X represent the
random variable describing the number of units in resupply in steady state. From
Palm’s theorem we know that the probability distribution for the number of cus-
tomer orders in resupply has a Poisson distribution with parameter A7. If uf,’ )
represents the probability that j customers have a total demand of 7 units, then

. _(\7)/
P[X =n] = Zuf{)e—hg, n>1, and (3.22)
— j!
j=1
PIX=0]=1-— Z P[X =n] = e 7. (3.23)
n>1
Hence X has a compound Poisson distribution with mean A7u. O

3.1.2 Lost Sales Case

To this point we have assumed that all customer orders in excess of the supply
s are back-ordered. Let us now assume that this is not the case; that is, when a
customer order is placed and there is no on-hand inventory, then the order is lost.
We will prove a version of Palm’s theorem for a special case of the lost order
situation. A general and complicated proof of the lost order case when demand
is compound Poisson distributed is given by Feeney and Sherbrooke [89] and
discussed by Baganha [23]. We will focus on a relatively simple situation where
the order lead times are exponentially distributed. Specifically, the theorem that
we will prove is as follows.

Theorem 8. Suppose customer orders arrive according to a Poisson process with
arrival rate A. Furthermore, suppose the stock level is s. Assume resupply times
for accepted customer orders are independent and identically distributed with
common density g(t) = Be PT, with mean T = 1/B. Then the steady state
probability that x units are in resupply in the lost order case is given by

RGBT Xl e TOT)x!
Yo e MEGBY /nl Y e AT (T /!

Proof. When g(t) = Be P7, we can derive the desired result based on an argu-
ment used when analyzing queuing systems. Let P;(¢) represent the probability
that j units are in resupply at time . Note thatif j < O or j > s, then P;(t) = 0.

Since the order arrival process is a Poisson process and the resupply time
distribution is exponential, for 0 < j <'s,
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Pi(t + At) =[1 — (A + jB)At]P;(t) + LAt - Pj_1(2)
+ (G +DBAL- Pj1(t) +o(At). (3.24)
Then
Pi(t + Ar) — Pj(1)
At
=—A+jBPi(®) +APi_1(t) + (j+ DBPj41(1).

P.(t) = lim
J( ) At—0

Passing to the limit (t — 00), P} (t) — 0.
Let 7; represent the steady state probability that j units are in the resupply
system. Then

O=—-+jB)mj+Amj_1 + (j+ DBmjqr. (3.25)

For j = 0, we have

ATy = fmy or (3.26)
A (3.27)
T = —Tno. .
B
For j = 1, we have
Ao + 281 = (A + B)m (3.28)
or
A
28wy = (A + ﬂ)Eno — AT (3.29)
)"2

and, as is easily shown, for 0 < j <'s,

= L2y 3.31
For the case where j = s,
sPmy = ATy (3.32)

or

2l o

- ()™



46 3 Background Concepts: An Introduction to the (s—1, s) Policy

Since 3% _o7; =1,

0 Y l<&>j=1 or (3.33)

e M/B

Y g e P %

ef)\?

s AT DI
Zj:()e t gl

Thus,
e (A7) /!
Y e AT/l

T = (3.34)

O

In the general case, that is, where g(7) is an arbitrary density with mean value
T, the steady state probability that x units are in the resupply system is also given
by the above expressions.

3.1.3 Another Backorder Case: Delayed Customer Due Dates

Let us conclude this section by returning to the backorder case. Suppose that
when a customer order is received the system does not have to ship the required
quantity immediately but rather must meet the demand within a time of length T
after the order is received. Of course, if T = 0, we are back to the original case we
examined. When T is positive or equal to O we have the following modification
of Palm’s theorem.

Theorem 9. Suppose the demand process is a compound Poisson process with

customer order rate ). Suppose further that the customer order resupply times

are independent and identically distributed with density function g(t) and with

mean resupply time T. In the backorder case, the steady state probability of n

units in resupply, each of which has been in the resupply system for at least T
time units, is given by

n =, —ATa
PIX =n] = p(n|3Ta) = ) Groye 77 o,
y=0 y!

where
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o= ;/Oo[l — G(t)]dt, (3.35)
T

T
t

G(1t) :/ g(t)dr, and (3.36)
0

ui,y ) is the probability that y customers generate a total demand of n units. As
we did earlier, we assume the entire customer order quantity shares a common

resupply time.

We will prove this theorem for the case where the demand process is a Poisson
process.

Proof. Suppose there are y customer orders in the resupply system at time ¢ + T
that were also in the resupply system at time ¢. Then one of the following must
have occurred: there were y orders in resupply at time #, none of which completed
resupply by time ¢ + T'; there were y + 1 orders in resupply at time ¢ and one
completed the resupply process by time # + 7', and so on. Hence

P [ y orders are in resupply at time ¢t + T

each of which was in the resupply system at time t}

e—k?()»f)y y 0 e—k?()»f)y—t-l y+1
) (0>°‘y(1_°‘)+ G+ D! ( ! )“y(l_“)

e TOT)? (y 42
- - a’(1l — o 2 + ...
O +2)! ( 2 ) ( )
e T (AT) AT — AT)2(1 — a)?
_ (AT) 1+( )( )+( )~ ( )
y! 1! 2!
)\’.[ n 1_ n
.
n!
_ T (A\Ta)” (1)
y!
L, (aAT)” -
y!

The proof when the demand process is a compound Poisson process follows
due to our assumption that resupply times are the same for all units in a customer
order.

3.2 Performance Measures

To this point, we have developed the steady state probabilities for the number
of units that are in the resupply system at a random point in time when the de-
mand process is either a Poisson or compound Poisson process. Based on these
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probabilities, we can calculate different measures of system performance. These
measures relate to performance at a single location. In subsequent chapters, we
will see how steady state probabilities and performance measures are computed
in multi-echelon situations.

We will begin by considering several measures that are single-item measures,
confining our discussion to the backorder case. The first performance measure
we consider, the fill rate, is the most commonly used measure in practice, and is
defined as follows. Given a stock level of s, the fill rate, F(s), is the expected
fraction of demands that can be satisfied immediately from on-hand stock. As
is intuitively clear, as s increases the fill rate will increase. We will develop an
explicit expression for F(s) in this section and will discuss its properties in the
next section of this chapter.

A second performance measure is called the ready rate corresponding to stock
level s. The ready rate measures the probability that an item observed at a random
point in time has no backorders, that is, its net inventory is nonnegative. We de-
note the ready rate by R(s). This is an all or nothing measure. Either there are
backorders or there are no backorders at a random point in time.

Observe that when computing either a fill rate or ready rate we are not con-
cerned with the duration of backorders when they occur. Thus, for example, a fill
rate of say 95% implies that, on average, 95 of every 100 units that are ordered
have that request satisfied immediately. But we are not measuring how long it
takes to satisfy the other 5% of the units requested. Thus it is not always clear that
a firm that maintains a high fill rate is truly satisfying its customers needs. This
is particularly true when fill rates are calculated for a large number of item types.
In this case, the fill rate would measure the fraction of demands satisfied imme-
diately over all items. Thus some items could have nearly 100% of the demands
satisfied immediately while others could have a 0% fill rate.

Note also that the ready rate is always at least as high as the fill rate. For
example, when s = 0, F(s) = 0. But R(s) could approach 1 if the demand rate is
low and the lead time is very short. It is not unusual that the measures F(s) and
R(s) are confused in practice.

A third single-item performance criterion measures the expected number of
backorders outstanding at a random point in time, and is denoted by B(s). This
measure accounts for the length of time backorders exist. Hence, it is a response-
time focused measure. Observe that B(s) is equal to the demand rate times the
average “waiting time” of a demand. This is a consequence of Little’s law, L =
AW, where B(s) is L, A the demand rate, and W the average waiting time. We
could also compute the conditional value of W, given that backorders exist.

Let us now see how these performance measures can be computed. Recall
that, in the backorder case when the demand is a compound Poisson process, the
steady state probability that x units are in resupply is given by
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o .
—_(AT)/ .
P{X =x})=pxrn) =) eI 0 sy,
— J!
J_

P{X =0} = e
where A is the demand rate, T the average resupply time, and u)((] ) the probability
that j customer orders generate a total demand of x units.
The ready rate is the probability that there are no backorders existing at a
random point in time. This is the probability that the number of units in resupply
is s or less. That is,

R(s) = Zp(xM?).
x=0

The computation of the fill rate is more difficult, but it is obtained from the
steady state probabilities, p(x|AT). Suppose a customer order is received. There
will be one unit of the order satisfied if there are s — 1 or fewer units in resupply.
A second unit will be sent to the customer if the order is for two or more units and
there are s — 2 or fewer units in resupply. Remember that the timing and size of a
customer order are independent of all past orders and resupply times. Hence, the
expected number of units filled per customer order is given by

Fis)= Y pGahD)+(—u) Y px[aD)

x<s—1 x<s—2
+(—ui—u) Yy p&|rn)
x<s—3
+ (1 — Z u;)p(0|AT), where, as before,
j<s—1

u j measures that probability that a customer order is for exactly j units. In the
case of a simple Poisson demand process (that is, when u=1),

F(s) = Fi(s) = Z p(x|AT). Hence, in this case,

x<s—1

Fi(s) = F(s) = R(s) — p(s|AT) and F(s) < R(s).

When the demand process is a compound Poisson process, A Fi(s) measures
the expected number of units that can be shipped on time per day, when X is the
expected daily rate at which customers place orders. Furthermore, Au measures
the expected number of units demanded per day, where u is the expected number
of units demanded per order. Thus

AFi(s)  Fi(s)
Au u
measures the fraction of the units ordered that are sent to customers on time. We
let this quantity be defined as the fill rate, or
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F(s) = FI(S)‘

Next, we see that the expected number of units in a backorder status in steady
state is

B(s) =Y (x — 5)p(x|A7).

X>S

That is, there are x —s units backordered if and only if there are x units in resupply,
X >S.

Suppose there are n item types in a system rather than just a single item. Then
performance measures are computed somewhat differently.

First, the system fill rate is calculated by computing the conditional fill rate
for the item type, multiplying by the probability that a demand was for a specific
item type, and summing over item types. Let F(5) measure the system fill rate,
where s = (s1, ..., s;) is a vector of item stock levels. If F;(s;) measures the fill
rate for item type i, then

— n A
F(s)_;m-ﬂ(m

because Z"A—lk is the probability that a customer demand is for item type i when
J=1A
the customer order process is a Poisson process. This calculation is based on the
assumption that an order is for a single item type.
The expected number of backorders at a random point in time for n items is

simply

n

D Bits) =) ) (x —s)p&x|nT).

i=1 i=1 x>s;

When there is more than one item, the ready rate measure must be modified.
The new measure is called the operational rate. We assume a system is operational
if and only if all item types are operational. A particular item type will not be
available, and hence the system will not be operational, if the number of units
in resupply for that item exceeds its stock level. Assuming demand and resupply
times are independent from item type to item type, the operational rate is given
by

OR(E) = le'llei (S[).

Suppose there are many operating systems, say a fleet of aircraft. Furthermore,
suppose part shortages can be consolidated into as few aircraft as possible. This
process is often called “cannibalization” of the aircraft. Suppose there may be
more than one unit of a particular type on an aircraft, say g; units of type i. Then,
assuming independence and cannibalization,
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IT'_, Ri(s; + gi) = probability that all aircraft
or one less than all aircraft
are operational.

and I17_, R; (s; + kgq;) = probability that k or

fewer aircraft are nonoperational.

Let Y be a random variable that measures the number of nonoperational air-
craft. Assuming cannibalization and independence,

P{Y =0} = T"_, Ri(s)
P{Y <1} =TI7_, Ri(si + qi)
P{Y <k} =TT}_ | R;(s; +kq;).

Hence, the expected number of nonoperational aircraft at a random point in
time given cannibalization and independence is

E[Y]= Zk -P{Y =k}
k>1
=Y P{Y > k)
k>1
:Z(I—P{Yfk—l})
k>1

=> (= P{y <k}.

k=0

Hence, if there are N aircraft, an approximation to the expected number of
operational aircraft is

N — E[Y].

Since the demand process assumes an infinite population, this is a conservative
estimate.

Another approximation for the expected number of operational aircraft can be
developed as follows. Let us consider item type i. Recall that B; (s;) measures the
expected number of backorders for item type i at a random point in time. Suppose
there is one unit of this item type per aircraft and there are N aircraft in the system.
The probability that a random aircraft at a random point in time is missing a unit
of item type i is B lif") ,or 1 — B;(s;)/N is the probability that the aircraft is not
missing a unit of type i. Assuming independence, the probability that a random
aircraft is operational at a random point in time is

p=TI"_,(1 = Bi(s;)/N).

The expected number of operational aircraft at a random point in time is given
by
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Np = NTI_ (1 — Bi(si)/N)

=N (1 - le Bi(si)/N + ; —Bj(sj}z,fk(Sk)
i= J

B;i(si)B;(s;)B
u>mnum+“)

3
i#j#k N

n
=N =Y Bils),
i=1

Bi(s;) - .
when % is small for all item types.

Thus there is a simple approximate correspondence between the expected
number of backorders outstanding at a random point in time and the expected
number of operational aircraft. The latter approximation of the expected num-
ber of operational aircraft is particularly useful from a computational viewpoint
because of the mathematical properties of the functions B;(s;), as we will now
see.

3.3 Properties of the Performance Measures

Now that we have defined several key performance measures and have shown how
to compute them, let us examine them more closely. We begin by studying the fill
rate measure.

Let us assume, for simplicity, that the demand process is a simple Poisson
process with rate A. Furthermore, assume that resupply times for each order are
independent and identically distributed with mean 7. As we have shown, the prob-
ability that x units are in the resupply system in steady state is given by

Lz (D)7

pP(x|AT) = e
x!

Since the demand process is a simple Poisson process, the fill rate, given a
stock level of s, is given by

F(s)=1=)px|xt) =) px[rD).

x> x<s

Perhaps our goal might be to choose stock levels for many items so that the
average fill rate across items is maximized given some target investment level in
inventory. This type of optimization problem would be easy to solve if F(s) were
a discretely concave function. Unfortunately, as we will now observe, it is not.

We know that if F(s) were a discretely concave function in s, then its second
difference must be nonpositive for all s > 0. Let us now define both the first and
second differences of F (s). The first difference, A F (s), is given by
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AF(s)=F(s+1)— F(s),
and the second difference, A2F (s), is given by

A’F(s) = AF(s + 1) — AF(s).

Hence
AF(s) =) p&xlaT) — Y p(x|r7)
x<s x<s—1
7 (AT)S
= ¢ s!
and
82F(s) = 7 GO 0D

GrDl S T
7A‘_S —

e_“(r) AT —1¢.
s! s+ 1

When AT > s + 1, then A2F(s) > 0 and F(s) is not concave in that region.
In fact, when s < AT — 1, F(s) is discretely convex. Hence F(s) is discretely
concave only when s > |AT|, when AT is noninteger, and s > AT — 1, when AT
is an integer.

Graphs of F(s) for two cases are given in Figures 3.1 and 3.2. In the first
case AT = 3.2 and in the second case AT = 3. The graphs illustrate what we have
proven. Tables 3.1 and 3.2 contain values for F(s), AF(s) and AZF (s) for the two
cases. The table values show that the concavity property holds when [AT] < s.
Note that when |AT| = AT, thatis, when AT is an integer, AF (AT) = AF(AT—1).

Next, we observe immediately that the ready rate function, R(s), is also not a
concave function of s for all values of s.

Thus, neither F (s) nor R(s) possesses the mathematical property of concavity
that is desirable when formulating and solving an optimization problem whenever
we consider all values of s > 0. Hence, in practical cases, s is constrained to
assume values that are greater than or equal to [AT ]| to ensure that the fill rate or
ready rate functions are concave over the feasible region. Note that the operational
rate and the first approximation for the expected number of operational systems
are stated in terms of the ready rate. Hence, these performance measures are not
easy to work with in optimization models unless s > [AT].

The backorder function B(s) does have very desirable mathematical proper-
ties, however. Recall that

B(s) =) (x = 5)p(x|AD).

X>S

For B(s) to be strictly discretely convex and strictly decreasing requires that



54 3 Background Concepts: An Introduction to the (s—1, s) Policy

Fill Rate vs Inventory
{Mean Lead Time Demand = 3.2)

F(S)

Fig. 3.1. Graph of Fill Rate vs Inventory (Case 1)

Fill Rate vs Inventory
(Mean Lead Time Demand = 3)

Fig. 3.2. Graph of Fill Rate vs Inventory (Case 2)
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Table 3.1. Fill Rate vs Inventory Tradeoff with Poisson Demand

55

Mean Demand 3.2

s|F(s)=P(A<s)| AF(s)=F(s+1)—F(s)| A2F(s) = AF(s+1)— AF(s)
0 0 0.040762204 0.089676849
1 0.040762004 0.130439053 0.078263432
2| 0.171201257 0.208702484 0.013913499
3| 0.379903741 0.222615983 —0.044523197
41 0.602519724 0.178092787 —0.064113403
5| 0.780612511 0.113979383 —0.053190379
6| 0.894591895 0.060789005 —0.032999745
7| 0.955380899 0.027789259 —0.016673556
8| 0.983170158 0.011115704 —0.007163453
91 0.994285862 0.00395225 —0.00268753
10] 0.998238112 0.00126472 —0.000896801
11|  0.999502832 0.000367919 —0.000269807
12| 0.999870751 9.81116E—05 —7.39611E—05
13| 0.999968862 2.41506E—05 —1.86304E—05
14| 0.999993013 5.52013E—06 —4.3425E—-06
15| 0.999998533 1.17763E—06 —9.42102E—07
16/ 0.999999711 2.35525E—-07 —1.91191E—-07
17| 0.999999946 4.43342E—-08 —3.64526E—08
18|  0.999999991 7.88163E—09 —6.5542E—09
19|  0.999999998 1.32743E—-09 —1.11504E—09

AB(s)=B(s+1)—B(s) <0

and
AZB(S) = AB(s+1)— AB(s) > 0.
We see that
AB(s)= Y (x—(s+1)px[rD)
x>s+1
- Y (= 9)p&D)
x>s+1
=- Y pahn =—(1-Y p:irD)
x>s+1 xX<s
and

A’B(s)=— Y plAD)+ Y pk|r1)

and hence B(s) is a strictly (discretely) convex function of s for all s > 0.

x>s+2
=ps+1r7) >0

x>s+1
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Table 3.2. Fill Rate vs Inventory Tradeoff with Poisson Demand

Mean Demand 3
S|F()=P(A<s)| AF(s)=F(s+1)— F(s) AZF(s):AF(s—Fl)—AF(s)
0 0 0.049787068 0.099574137
1 0.049787068 0.149361205 0.074680603
2 0.199148273 0.224041808 0
3 0.423190081 0.224041808 —0.056010452
4 0.647231889 0.168031356 —0.067212542
5 0.815263245 0.100818813 —0.050409407
6 0.916082058 0.050409407 —0.028805375
7 0.966491465 0.021604031 —0.01350252
8 0.988095496 0.008101512 —0.005401008
9 0.996197008 0.002700504 —0.001890353
10| 0.998897512 0.000810151 —0.000589201
11| 0.999707663 0.00022095 —0.000165713
12]  0.999928613 5.52376E—05 —4.24904E—-05
13|  0.999983851 1.27471E—05 —1.00156E—05
14]  0.999996598 2.73153E-06 —2.18522E—06
15 0.99999933 5.46306E—-07 —4.43873E—-07
16| 0.999999876 1.02432E—-07 —8.4356E—08
17]  0.999999978 1.80763E—08 —1.50636E—08
18]  0.999999996 3.01272E—-09 —2.53702E—-09
19|  0.999999999 4.75692E—10 —4.04338E—10

Finding Stock Levels in (s—1, s) Policy Managed Systems:

Optimization Problem Formulations and Solution

Algorithms

Setting stock levels for items managed using an (s—1,s) policy will depend on
the objectives and constraints that are stipulated. For example, we could choose
to minimize the average number of outstanding backorders across n item types
subject to a constraint on investment in inventory. We could also select stock lev-
els that minimize investment cost subject to an average fill rate constraint across
items. Other optimization models could be formulated as well for complex re-
supply networks. We will study several such problems in later chapters. In this
chapter we will examine solution methods that will be employed subsequently for
more general problems. The problem that we will study now is concerned with
setting stock levels for many items at a single location.

One solution approach that we could use is to construct a Lagrangian relax-
ation of a particular optimization problem. We begin by solving the resulting re-
laxed problem for a given set of Lagrange multiplier values. We then adjust these
multiplier values, and re-solve the relaxed problem. We continue in this manner
until a stopping criterion of some sort is satisfied.
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Before we construct and solve an example problem using the Lagrangian re-
laxation technique, let us make some important observations.

3.4.1 Everett’s Theorem
Suppose we have a general optimization problem

min f(x)
subject to

g(x) <b, (3.37)

xeS,

where x is a vector and S is a set of vectors that constrains the choice of an
optimal solution. The single constraint g(x) < b is the one that will be relaxed.
We assume both f(x) and g(x) are convex functions. We call the above problem,
Problem 1. The following is a relaxation of Problem 1

min[f(x) +0(g(x) — b)] (3.38)

for a given scalar & > 0. 6 is called the Lagrange multiplier associated with
the constraint g(x) < b. We call this relaxation, Problem 2. The question we
will address is: What is the relationship between the solutions to Problem 2 and
Problem 1?

The answer to this question is found in the following theorem, which is due
to Everett [80].

Theorem 10. Suppose x°(0) is an optimal solution to Problem 2 with the La-
grange multiplier set to 0. Let b’ = g(x°(9)). Then x°(0) also solves

mig S )
X€
g(x) < b’, which we call Problem 3. (3.39)

Proof. To see why this is the case, we first observe that x9(0) is a feasible solution
to Problem 3. Let x be an optimal solution to Problem 3. Hence g(x) < ' and
f(X) < f(x°®)). We also know that £€S, and hence £ is a feasible solution to
Problem 2. Thus

F&20)) +0(g(x°©0) —b) < fR) +0(g(®) —b)
or
F&00)) +05(:°©0)) < f(R) +0g(R)
Since g(x°(0)) = b/,
f@ < f&00) < fE +0R) —b) < f(R)

because g(X) < b'. Therefore x°(0) is an optimal solution to Problem 3. m]
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Thus, by varying the value of 8, we can find optimal solutions to problems of
the form of Problem 3. If ¥’ = b for some choice of the Lagrange multiplier 6,
then we have also solved Problem 1.

For many of the problems we will study, we can construct graphs that show
how the minimum value of f(x) relates to the value of b. For example, suppose
f (x) measures the expected number of outstanding backorders at a random point
in time, g(x) measures the required investment corresponding to the vector of
stock levels, x, and b represents the budget limitation on the investment in in-
ventory. Then we may want to construct the relationship between the minimum
expected number of outstanding backorders at a random point in time and the
investment in inventory. Let (D) = minyes { f(x) : g(x) < b}.

Thus we would want to construct the graph depicted in Figure 3.3. Often
times, we are not interested in solving Problem 1 for a single value of b but rather
for a range of values of b.

h(b)

A

Fig. 3.3. The graph of i (b) versus b

Recall that every choice of @ determines an x°(6) when solving Problem 2. In
turn, x°(0) yields g(x°(0)), which is a value of b. Thus for each choice of @ there
exists a corresponding value of b, as illustrated in Figure 3.4. We will use this fact
in our subsequent analysis. Let us now apply this idea to a specific problem.
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b(0)

v
[en)

Fig. 3.4. The relationship of b as a function of 6

3.4.2 First Example: Minimize Expected Backorders Subject to an
Inventory Investment Constraint

Suppose a firm manages a group of item types at a single location. The inventory
policy followed for all items is an (s—1,s) policy. Thus a replenishment order is
placed on an external supplier whenever a unit is withdrawn from the firm’s stock
to satisfy a customer demand. The goal is to select the stock levels so that the
average number of outstanding backorders is minimized subject to a constraint
on the average investment in inventory. The demand process is assumed to be a
stationary compound Poisson process for each of the n item types being managed.
Order lead times on the supplier for replenishment stock are assumed to be inde-
pendent, identically distributed random variables for each item type and across
item types.
Let

b represent the budget limit on the average value of on-hand inventory;
¢; is the unit cost for item type i,
s; is the stock level for item type i,
AiTiu; is the expected demand over a lead time for item type i, and
Bi(s;) is the expected number of backorders outstanding at a random point in
time for item type i.

From Palm’s theorem, we know that the steady state probability distribution
for the number of units on order with the supplier has a compound Poisson distri-
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bution for each item type. Let us denote the probability that x units of item type i
are on-order with the supplier by p(x|A;T;u;).

The inventory position when following an (s—1,s) policy is a constant, s. In
general, the inventory position is defined as

Inventory Position = On-Hand + On-Order - Backorders
In this case
s = E [Inventory Position] = E[On-Hand] + E [On-Order] - B(s).

The expected number of units on-order for item type i is A;T;u;, from Little’s law.
Hence, for item type i,

E[On-hand] =s; — A;T;u; + Bi(s;).

Let u; = A;T;u;. Then the average investment in on-hand inventory for item i is
cilsi — pi + Bi(si)].
We are now in a position to state the optimization problem as

n
minimize Z B; (si)
i=1

subject to
n
> cilsi — i+ Bi(s)1 <b. si=01,.... (3.40)
i=1

To solve this problem, which we will call Problem 4, we will use the La-
grangian relaxation method discussed earlier. Let 6 represent the multiplier asso-
ciated with the budget constraint that links the item stock level decisions.

The relaxation is

min 2”: Bi(si) + e[Xn:Ci(si — ui + Bi(si)) — b]
i=1

i=1
subjecttos; =0, 1, ...

n n
= ming—o,1,... Z [(1 +0ci)Bi(si) + 9cis,-] - [9 Zciui + Qb]
i=1 i=1
n n
_ —G[Zcim +b] n ;i%lrll [(1 + 6¢:)B; (si) + Ocisi] .

i=1

Thus, given a value of 6, the resulting relaxed optimization problem is separable
by item type. The problem that must be solved for each item is of the same form
so we will temporarily drop the item subscript.



3.4 Finding Stock Levels in (s—1, s) Policy Managed Systems 61

Let f(s) = (1 4+ 6c)B(s) + Ocs. Since B(s) is discretely strictly convex in
s, f(s) is convex, too. Define

Af(s) = f(s+1)— f(s)
= (1+6c){B(s+1)— B(s)} +6c.

Since we previously showed that

B+ 1) =B =—(1-) pxiw),

x<s

Af(s) = —(1 +9c)<1 - Zp(qu)) +0c.

x<s

Due to the convexity of f(s), the optimal stock level, given 0, is the smallest
nonnegative integer, s*, for which

Af(s) =0,

that is, the smallest value for which

(1+00(1 =Y p(xlw) < 6c

x<s

or

1
>
E pxlun) = T oc

X=<s

Clearly the value of s* depends on the value of 8. Observe that as 6 increases,
s* is nonincreasing, and, similarly, as 6 decreases, s* is nondecreasing. Let

CO) =) cilsi(®) — i + Bi(si(0))].

i=1

It is clear that C(0) is also nonincreasing as 6 increases and nondecreasing as
6 decreases. A graph of this relationship is shown in Figure 3.5. The goal is to
find a value of 6 such that C () is approximately equal to b. It is generally not
possible to find a value of 6 that yields C(#) = b, as illustrated in Figure 3.5.
Hence, the goal is to construct the graph of the minimum expected backorders
as a function of the average investment in on-hand inventory. Each value of 6
yields a set of stock levels, a corresponding inventory investment, and a minimum
number of average outstanding backorders. Thus it is obvious that by solving the
relaxation corresponding to a set of multiplier values, 61 > 6, > ... > Oy,
we can construct a graph of minimum expected backorders as a function of 9, as
illustrated in Figure 3.6.
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o

Fig. 3.5. Graph of C(0) as a function of 6

A3 B(5(6) _

i=]

Fig. 3.6. Graph of Minimum Expected Backorders as a Function of 0
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Suppose we are given values ) > 6, > ... > 0y, M Lagrange multiplier
values. As stated earlier, since ﬁ@]c < ﬁ@zc << 1++w, s¥(01) < s%(0) <
... < §%(0p). To find s*(0) recall we find the smallest nonnegative integer value

of s for which

1
plx|u) > .
; 1+6c¢

Thus to find s*(6;) we know that

Y. p&iw

X=<s*(0;-1)

is a starting point for our calculation. Since we have already computed this value
to determine s*(6;_1), the amount of computational effort required to find s*(6;)
may be reduced significantly.

Observe that there exists a & > 0 such that

1
0lpi) = ,
pOlpi) 1106, or

Ao 1]
0=—{——14¢.
¢i | pOlpi)

Let fhnax = max; - {W _ 1}. If 0 = Omax. then s¥ (Omax) = O for all 7.
Let us now state an algorithm that can be used to solve the original problem

approximately using the Lagrangian method we have discussed.

Algorithm for Solving Problem 4

Step 0: Set Opin = 0; Opmax = max; % {m — 1} and N = 0.

Step 1: Compute 6 = m; N=N+1.
Step 2: For each item i, find the smallest value of s; such that

1
p(x|wi) > and call it s(9).
XXSS:;' ! 1+6c¢; !

Step 3: Calculate A = Y7, ¢; [s7(0) — wi + Bi(s7(9))].
If |A — b| < €, orif N > max iterations, stop; otherwise, if A > b, set
Omin = 0 and if A < b, set Opax = 6. Return to Step 1.

Some of the ideas discussed in this section were described first in Fox and
Landi [92] and later reviewed in Muckstadt [177].
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3.4.3 Second Example: Maximize Expected System Average Fill Rate
Subject to an Inventory Investment Constraint

As in our first example, suppose a firm manages n item types at a single location.
We assume a (s—1,s) policy is used for each of these items. We assume requests
for these items are placed by customers on the firm. Each request that is made
corresponds to a failure of a single unit of a particular part type. The failed parts
are repaired at a repair facility. Repair times for an item type are independent and
identically distributed; repair times across item types are also independent. We
assume requests for serviceable parts for each item type i occur according to a
Poisson process with rate A;.

In this case our goal is to find the stock levels that maximize the average ex-
pected system fill rate subject to an investment constraint. Here, units do not leave
the system so that the investment corresponding to stock levels s; is > ;_; ¢;s;.

We use the same notation as in the preceding example where appropriate.
F; (s;) measures the fill rate for item i given a stock level s;.

In this situation, the probability that x units are in the repair process is given
by

—AiTi ()\i?i)x

px|AT) =€ >
X!

by Palm’s theorem.
The optimization problem can be stated as

n
i A
maximize E =i——Fi(si) (341

subject to

n
E cisi < b,

i=1

si > [AiT;] = 0 and integral, which we call Problem 5.

Recall from our earlier discussion that

.7 )X
Fi(s) =) _ e i —(A’XT!’) :
X <Sj
Recall also that F;(s;) is concave in the region s; > |A;T;], and hence we have
placed this constraint on s; in our formulation of the inventory stocking problem.
We could obtain an answer to Problem (5) using the Lagrangian relaxation
method described earlier. However, we will use a simpler approach, marginal
analysis. This greedy approach will produce an optimal solution for certain values
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of b and an approximately optimal solution for all other values of b, as we will
see.
Define

NP {Fi<si +1) = Fi(s) } |

Yok

which measures the increase in average expected system fill rate per incremental
dollar invested in item i given the current stock level is s;.

Suppose we have stock levels s; > |A;T; | and want to determine which item’s
stock level should be increased from s; to s; + 1. Since A; (s;) measures the change
in performance per incremental dollar invested, we would choose to increment the
stock level of item i* if

Ci

i* = argmax A; (s;).
1

Initially set s; = |A;T; ], and compute

n )\’ _ n _
Zﬁ CFi(aTi)) and Y il MiTi).
i=1 & j=1"J i=1
Next, compute A;([1;T;]) for all i and increment the stock level for the item
having the maximum value of A;(s;), say i*. The solution

si=|]Ti] @ AT
sip = AT ] + 1

is the optimal solution to Problem (5) when

b= Z ci AT ]+ e {[AixTix] + 1}
i

Continuing in this manner it is clear how we would construct a graph of the
maximum average expected fill rate as a function of system investment in inven-
tory. Thus the proposed greedy algorithm will find the optimal solution for values
of b that would be generated sequentially as a consequence of constructing the
solution as outlined.

3.5 Problem Set, Chapter 3

3.1. Suppose that time is divided into periods of equal length. Demand in each
period is Poisson distributed with a mean of A units. An order-up-to policy is
followed for managing inventories. Replenishment lead times are assumed to be
independent and identically distributed with a mean of D periods. Prove that the
number of units on order (in resupply) in steady state has a Poisson distribution
with mean A D. That is, prove that the discrete time analogue of Palm’s theorem.
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3.2. Plot the logarithmic distribution (3.13) for the following value of p : .05, .1,
.3,.5,.7,.9 and .95. What do you observe?

3.3. Find the expected value of a random variable having a logarithmic distribu-
tion, which we will denote by . Suppose the demand process is a compound
Poisson process in which A = —In(p), where p is the parameter of the logarith-
mic distribution. What is the mean and variance of this compound Poisson distri-
bution? What is the form of its probability distribution? Suppose we let A = Aii
be the mean of a Poisson distribution. How well does a Poisson distribution with
this mean match the exact compound Poisson distribution? Make this comparison
when p = .1, .25, .5,.75, .9. What do you observe?

3.4. Plot the probabilities for a random variable that has a Negative Binomial
distribution where its mean assumes value 1, 5, 25. For each mean, construct these
plots when the variance-to-mean ratios are 1.01, 3, 10. How do these probabilities
compare with the corresponding probabilities for a Poisson distributed random
variable with the same means?

3.5. Prove the extension to Palm’s theorem when the arrival process is a com-
pound Poisson process and where every customer is willing to wait T time units
for delivery of its order.

3.6. Suppose a single stage inventory system is managed using a (s—1,s) continu-
ous review policy. Suppose the lead time is known to be two weeks in length. All
demand in excess of supply is backordered. Demand occurs according to a Pois-
son process with arrival rate A. Plot the fill rate for this system when A = .5, 5,
and 10 units per week as a function of the stock level. Suppose next that the arrival
process is a compound Poisson process in which the average order size is 2 units.
Assume the distribution of demand in this case is a Negative Binomial distribu-
tion (the order size distribution is logarithmic with a mean of 2). Assuming the
customer order arrival rate is now either .25, 2.5 and 5.65 units per week, again
plot the fill rate as a function of the stock level s.

3.7. Plot the backorder, ready rate, and fill rate functions (B(s), R(s), F(s)) for a
single stage inventory system managed using a continuous review (s—1,s) policy.
Suppose the lead time demand is either Poisson distributed or Negative Binomi-
ally distributed with expected lead time demand being either 1, 5 or 10 units. In
the case where lead time demand follows a Negative Binomial distribution, con-
struct the plots for the variance-to-mean ratios of 1.01,2 and 5. What do you
observe?

3.8. Suppose there are ten critical items on an aircraft. Compute the expected
number of nonoperational aircraft for several combinations of stock levels for
these items assuming the demand process is Poisson. Expected demands over the
lead time for these ten items are 10, 7,2, 1,0.7,0.5,0.3, 0.1, 0.04, 0.01, respec-
tively.
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3.9. Prove the Splitting Property of Poisson processes: Let N, Y;, be independent
random variables, where the distribution of N is Poisson(A) and P(Y, = j) =
pj for je{l,2,...,k} and all n. Set N; = Zfl\’:l I1(Y, = j), where I is the
indicator function. Then, Ny, N», ..., Ny are independent random variables and
the distribution of N is Poisson(Ap;) for all j. Prove the converse as well.

3.10. An owner of a fleet of aircraft wants to determine how many spares of each
of N components to buy. Aircraft failures, which occur according to a Poisson
process, are caused by the failure of a component. Each failure is due to the fail-
ure of a single component and the probability that it is due to component i is
Al j Aj» where A; is the failure rate for component i. The average repair time
for component i is #;. The owner wants to set the spare parts’ stock levels such that
the average delay in completing the repair of an aircraft due to parts availability
is minimized. There is a constraint on total investment in spare parts of C dollars.
Assume each component of type i costs ¢; dollars. An (s—1,s) policy is used to
manage the system.

(a) Develop a mathematical formulation of this problem. Construct a Lagrangian-
based algorithm for finding the optimal stock levels.
(b) Use your algorithm to find the optimal solution when N = 2, C = 6,

c1 =1 =2
©h=1/10 n=1/7.
A =5 =17

Plot the total investment in spare parts as a function of the Lagrange multiplier
and use this plot to obtain a solution for the problem.

3.11. Suppose a firm manages n item types at a single location. Assume an (s—1,s)
policy is used for each of these items. Requests for these items are placed by
customers on the firm. Each request corresponds to a failure of a single unit of a
particular part type. The failed parts are repaired at a repair facility. Repair times
for an item type are independent and identically distributed; repair times across
item types are also independent. Assume requests for serviceable parts for each
item type i occur according to a Poisson process with rate A;. Construct a marginal
analysis algorithm to maximize the average expected system fill rate subject to an
investment constraint. Use this algorithm to determine the optimal stock levels for
the data given in the previous problem.
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An Exact Model for a Depot-Base Two Echelon
Inventory and Repair System

We will study a variety of multi-echelon service parts systems in subsequent chap-
ters. For the most part, the analyses that we will present in these chapters are based
on approximations of the probability distributions for key random variables. We
create these approximations so that we can construct and solve optimization mod-
els that will yield stock levels for each location in the system. However, before
we develop these approximations and these optimization models, we will develop
the exact representations of the probability distributions of the important random
variables that relate the interactions present in multi-echelon systems. We will see
that the exact calculation of the required probability distributions is too computa-
tionally burdensome to be of practical value for large scale systems. Let us now
develop the exact probability distributions for a specific two-echelon service parts
system.

4.1 Introduction

The two-echelon system we will analyze in detail, depicted in the following fig-
ure, consists of a depot, at which inventory is stocked and items are repaired, and
a set of n bases. We assume this system supports the flying operations of aircraft,
which occur at the bases. Inventories of parts are also maintained at the bases.
We will focus on a single item in this system since we also assume there are no
constraints among the various items.

We further assume that this item fails according to a Poisson process at base
J at the rate of A; units per day. When a removal of a defective part occurs at a
base, three events occur simultaneously and instantaneously; first, a unit of stock
is withdrawn from base supply to repair the aircraft (if one is available); second,
the failed unit is shipped to the depot for repair; and third, the depot resupplies
the base (ships a replacement unit to the base) if there is a unit on hand at the
depot stocking location. When units are not available at either the base or depot,
a backorder occurs and lasts until a unit of stock is available to meet the request
for the item.
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Depot Repair Cycle Time =D
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Fig. 4.1. Depot-Base Two-Echelon System

4.2 Model Development

Our goal is to develop an exact probabilistic representation of this system’s op-
eration in steady state. That is, we will find the stationary distribution of certain
key random variables. The ideas presented in this section follow those given by
Simon[230].

We, of course, are assuming that each base follows an (s—1,s) policy and that
the depot does as well. We also assume that all failed items can be repaired. Fur-
thermore, we initially assume that the depot to base j transportation time, A, is
a constant and the depot repair cycle time is the same for all failed items, and is
represented by the symbol D. The depot repair cycle time measures the total time
it takes to ship the failed unit to the depot from a base and to repair the unit at the
depot.

Let # be a random point in time. Furthermore, let

I (t) = the net inventory random variable for base j at time ¢,
Zo(t4, tp) = arandom variable describing total base level demand during the in-
terval of time (f,, #p], where t, =t — A; — Dandf, =t — A},
sj = the target base j stock level (inventory position),
so = the target depot stock level (inventory position), and
X j(t) = random variable for the number of units on-order (or in resupply)
from the depot at time ¢ attributable to base j requests for replenish-
ment of its stock.

Observe that if /;(t) = k, then s; — k units must be on order from the depot.
Thus we see that /;(t) = k if and only if X () = s; — k. Our objective is to find
lim; o0 P{I;(t) = k}.

Since we know that /;(r) = k if and only if X ;(¢) =s; — k,
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P{I;(t) =k} = P{X,;(t) =s; — k)

= Z P{X;(t) =s;j —k|Zo(ta, tp) = do} - P{Zo(t4, tp) = do}.
do>0

To calculate P{/;(¢) = k}, we partition the above expression into two regions. In
the first region, dy < sg and in the second region, dy > sg. We will examine these
two cases separately.

When dy < sp, all orders placed on the depot prior to time #, by base j will
be satisfied by time ¢. Furthermore, any demand placed subsequent to time 7, by
base j cannot be satisfied by time ¢. Thus when dy < s¢

> P{X;(t) =sj — k| Zo(ta, ty) = do} - P{Zo(ta, ty) = do}

do=<so

= Y eht GIADTE |y (0PI
do<s0 (Sj — k)! d()!
ey R AP 3 oD (oD)®
(SJ' — k)! do=s0 d()!

where Ao = > j Aj. Thus in this case the probability that X ;(z) = s; — k is the
probability that demand at base j during the interval (¢, t], whose length is A,
is equal to s; — k, weighted by the probability that this case will occur, that is, that
do < sp.

Next, suppose dy > so. Since the total base demand during (., #5] exceeds
depot supply, sp, not all requests placed on the depot during that interval will
be satisfied by time #,. Hence, the number of units on order at time ¢ at base j
consists of those orders placed during (¢,, ] that were not shipped to the base by
time #; plus all demands for the item that occurred during (13, t].

Now, let

Vi (t) = the random variable for the number of base j units on order at time ¢ for
which an order was placed (item failure occurred) by base j on the depot
prior to time #p.

V,(t) = the random variable for the number of units that fail at base j (and are
ordered from the depot) during (#p, ¢].

Then
X)) =Vi(t) + Va(2).

By assumption, the demand process at each base is a Poisson process. There-
fore, demands occurring before and after time #;, are independent. Thus

P{X;(t) = sj —klZo(ta, 1p) = do}
Sj—k

= > P{Vi(t) = m|Zo(ta. 1) = do} - P{Va(t) = s; —k —m)}.

m=0
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‘We know that

A NSi—k—m
P(Va(t) =s; —k —m} = e‘kﬂﬁ%

(s; —k—m)!"
Additionally,
P{V1i(t) = m|Zo(ta, tp) = do}
so+m
= > P{Vi(t) = m|Zo(ta. 1) = do, Dj(ta, 1) = d;}
dj=m

< P{Dj(ta, th) = dj|Zo(ta, tp) = do},

where D; (1,4, tp) represents the number of base j demands placed on the depot
during (¢4, t]. Note that

P{Vi(t) =m|Zo(ta, 1) = do, Dj(ta, 1) = dj} =0

when d; > dp and when dy < so + m. Observe when d; < dy and dy > sp +m
that

P{Vi(t) = m|Zo(ta, tp) = do, Dj(ta, tp) = d;}

d; do —d;
. di—m so — (dj —m)

= 7 ,
S0
and that

do A do—d; A dj
P{Dj(ta, tp) = dj|Zo(ta, tp) = do} = <d> <1—%) (%) .
J

Combining these above results we see in this second case that

P{Xj(t) =sj —k|Zo(ta, 1) = do}
d; do —d;
_Sji:k S%" dj—m S()—(dj—m)

m=0 | dj=m <d0>
S0
() (1B (2"
dj Ao )

k—
Cora BIADTTT
(sj —k —m)!
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Thus

P{Ij(t) =k} = Y P{X;(t) =s; — k| Zo(ta. tp) = do} - P{Zo(ta. 1) = do}

do=<so

+ Y PXj(0) = s — k| Zo(ta. ) = do} - P{Zo(ta. 1) = do}
do>sg
— ooty GiADTE S g GoD)
(Sj — k)! d()!

dp<so

. dj
min(s;—k,do—s0) | so+m di —m
J

LDIE DI DY

dy>so m=0 dj=m do
S0

ey B AT - e—toD (hoD)®
(s; —k—m)! do!

Observe that none of the terms depends on ¢. Thus this expression is also the
limiting probability that the net inventory random variable is equal to k. Also
observe that only under the condition that s¢ is large enough so that
do
Z e_AOD% is very close to 1
do=so do!
does P{I; =k} or P{X; = x} have an approximately Poisson distribution.
Finally, we observe that this probability distribution is computationally intract-
able for the large scale problems found in practice. Hence approximations will be
developed for this distribution as we construct optimization models.
However, before we do so, let us examine some additional exact models.

4.3 Some Extensions

In the preceding analysis, we assumed that the depot to base j transportation time,
A, and the depot repair cycle time, D, were constants. Let us observe that we can
relax these assumptions without affecting the analysis we have performed.

Let us now suppose that each failed item entering the depot repair process
has a repair cycle time drawn from a distribution having mean D and a density
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function 1. Assume repair cycle times are independent from failed part to failed
part as well. Define the random variable Z( to be the number of units remaining
in the depot repair cycle at a random point in time.

We know from Palm’s theorem that the random variable Zo has a Poisson
distribution with mean AgD. The random variable V;(¢) will now measure the
number of units back-ordered at the depot that are due to be shipped to base j;
that is, V7 (¢) represents the number of base j backorders at the depot at a random
point in time.

Let Ny represent the number of depot backorders at a random point in time.
Then

P(Vi(t) =m) =Y P{Vi(t) = m|No = no} P{No = no}

no=m
But
no )‘j m )‘j no—m
P —mva = ()2 (- 2)"
{V1(t) = m|No = no} m )G "
_sap (Ao D)ot =
P{Ng =ng} = koDm = P{Zy = so +no}, no > 0,
and

S0 k
—2op M0 D)
P{No=0} =) e P
Also, as in our previous analysis,
k
ef)»jAj ()\'JA]) .

P{V2(t) =k} = 7

Since Vj(¢) and V> (¢) are independent random variables,

P{li(t) =k} =P{X;(t) =s; — k)
ef)ujAj ()\'] A])Y] -+

(S__k), . P(No =0}
Y D()LOD)nO—HO 1A, (AjAj )J
3 (1-52) e o+l © (s -k

no>0

\ no—m no+s
SN PO -3 ool
oA BiADITE
(sj —k —m)!
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Again this is the stationary distribution of the net inventory random variable
and the distribution of the number of units in resupply for a base. Furthermore,
when P{Ny = 0} =~ 1, these distributions are approximately Poisson distribu-
tions. Specifically

—AjA; ()‘jAj)k
P{X;=klre™ j(k—)‘ = P{V, =k} when P{Ny =0}~ 1.

Next, let us make a different assumption concerning the manner in which the
depot maintenance center operates. To this point, we have assumed repair times
are independent and identically distributed random variables. We now assume the
repairs can not cross. That is, a unit that enters the repair process can not complete
repair prior to one that enters the repair at an earlier time.

Suppose that we know the probability distribution for the length of the repair
cycle time for a unit when repair cycle times do not cross. Let v (-) be the density
function of this random variable.

Now consider a random point in time. Because we have assumed repairs of
items are completed in the order in which the failures occur, that is, the resupply
process satisfies our no crossing assumption, the number of items in the repair
cycle process at a random point in time is equal to the number of failures occurring
during a resupply time. That this is the case is due to Svoronos and Zipkin [241,
242].

Let

G(k) = P{Zo =k},

where Z is a random variable that measures the number of demands (failures)
placed on the depot during the repair cycle of a randomly failed item. Then

G (k) =/P{Zo = k|t}y(t)dr
oYL
Z/e AofTw(z)dz.

As before, let us compute the probability distribution of Vi, the number of
units back-ordered at the depot that correspond to base j orders. Again we let Ny
be the random variable describing the number of depot backorders at a random
point in time. As we observed earlier,

P(Vi=m)= ) P(Vi=m|No=no) P(No=no).

no=m
But in this case,

P(No=0)= Y Gk)=)_ / P(Zo = k|t)y (1) dt

k<so k<so

k
-y / e—kof—(kg) v (1) dt.

k<so
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and P(Ng = ng) = G(so + no), ngp > 1 and integer.
Given P(Ng = ng) and, for ngy > m,

n A \™ 2\ o—m
e (2) () (37

we can compute P (V] = m).
Suppose ¥ (¢) is gamma distributed, that is,
o—1/Ba—1
y() = ————,1>0
BT ()

Then the expected repair cycle time is E(t) = af and Var t = a>. Also

o] Aot k ﬂ/ﬁtafl
G (k) =/ e*)‘o’—( of) e r dr
0

K BT (a)
k
_ )\’0 o (ﬁ)»0+l)ttk+a ldt
KT @) Jo
Ak IBa+k
F .
= pr@ T B 1 e

_T@+b [ pr ] 1
 k'T(a) [Bro+1] | Bro+1] °
Thus G (k) has a negative binomial distribution with p = ﬂkl +7> and mean =

o U=p) ol
P

and variance = -2 ) when ¥ (t), the lead time density, is a gamma

density.

Next, suppose the transportation times from the depot to base j do not cross.
Let the transportation lead time random variable have a density function denoted
by y(¢). Let V5 be the stationary distribution of the number of units of demand at
base j during a lead time. By employing the results of Svoronos and Zipkin[241,
242], we may compute P(V, = k) as follows

PV, =k) = / PV, =k|t)y(¢)dt
t
=/e—*/f( ]i) y(t)dr.

But V; and V; are independent since the demands contributing to their calcu-
lation occur in nonoverlapping intervals of time. Thus we use these distributions
to determine the probability distribution for the random variable X ;, the number
of units in the resupply system for base ;.
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P(Xj=s5j—k)=P(Va=5;—k) - P[No=0]

A no
+ Z (l—k—(j)> - P[No =no+s0]- P(V2=s; — k)

no>0
sj—k 1o A\ A\ o—m
o) %)

~P[N0=n0+s0]} PV =s; —k—m).

4.4 Problem Set, Chapter 4

4.1. Consider the following inventory control policy for managing a single item at
a single location. The inventory position is monitored continuously and an order
for Q units is placed whenever the inventory position hits the level r. This is
called an (r, Q) policy. Prove that the inventory position is uniformly distributed
overtheset {r+1,r+2,...,r+Q} whenan (r, Q) policy is used and the demand
process is Poisson. Suppose the demand process is a renewal process. What is the
distribution of the inventory position random variable in this case?

4.2. Suppose a single item is managed in a two-echelon system of the type de-
picted in the following figure.

DEPOT
BASE 1 BASE 2 veeee BASEn

Fig. 4.2. Depot-Base System

The item is a repairable item, that is, it normally can be repaired after it fails.
We assume all failures occur at the lower echelon - the base echelon. When an
item fails at base j it is either repaired there with probability r; or it is sent to the
depot to be repaired. Each failure generates a demand for a spare serviceable part
at the base at which the failure occurred. When the broken part is repaired at base
J» the part is returned to a serviceable condition B; time units later. When the part
is sent to the depot to be repaired, the depot is immediately informed and sends a
replacement part to the base as soon as possible. If the depot has a serviceable part
in stock, it is sent immediately to base j. The transportation time from the depot
to base j is A time units. If the depot does not have a serviceable part on hand,
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a replacement part is sent as soon as one becomes available given that the depot
follows a first-come-first-serve policy for satisfying demands. Thus resupply of
a base’s serviceable inventory comes from the base’s maintenance organization
when the failed item is repaired there and from the depot otherwise. In either case
there is a one for one exchange of a broken part for a serviceable part. Thus the
base follows an (s—1,s) inventory policy.

If a unit is sent to the depot for repair, p is the probability that it cannot be
repaired but must be scrapped. Thus periodically the depot places an order with
an outside source to replenish system stock. The procurement lead time is E time
units.

We assume that the failure process at base j is a Poisson process with rate 4 ;,
the failure processes are independent, the depot repair cycle time is a constant D
time units, there is no lateral resupply among the bases, all excess demand is back-
ordered, and the depot follows a continuous review (r, Q) policy for replenishing
scrapped units. We also assume that Bj < A; < D < E.

Develop the exact probability distribution of the net inventory random variable
for base j.

4.3. In Section 4.2 we developed the probability distribution for net inventory
at each base in a continuous review two-echelon inventory system, where the
bases and the depot all followed an (s—1,s) policy. Recall that the depot to base
transportation time is a constant (A ; days for base j) and the depot procurement
lead time is a constant D days. We also assumed that the demand for the product
is Poisson distributed with rate A; at base j and that the demand processes are
independent among bases.

Assume now that the depot follows a (r, Q) policy. First, extend the results of
Section 4.2 to represent this change in the depot’s operating policy. Then, care-
fully develop an algorithm for finding the optimal (or possibly near optimal) val-
ues for Q,r,and s;, j = 1, ..., n. The objective is to select these values so that
the average annual costs of holding, procuring, and backordering are minimized.
Backorder costs are charged proportional to the expected number of units in a
backorder status at any point in time.

4.4. For the environment presented in Section 4.2, let us assume that there are 10
bases. Demand at each base arises according to a Poisson distribution. For base
J» assume that A;A; = .2. Furthermore, A; /Ao = .5 and AgD = 2. Let X;(¢)
represent the random variable that measures the number of units in resupply for
base j. Plot P{X; =k}, k=0,1, ..., for depot stock levels so = 2, 4 and 6. Let
B(sop) measure the expected backorders at the depot given the depot stock level is
50, where B(sg) = ZX>SO(x — 50)p(x|rod) and p(x|rod) = e 0P (AgD)* /x!.
Then E[X;] = A;Aj + B(so)A;/Ao.

Suppose we approximate the distribution of X ; with a Poisson distribution
with mean E[X]. For the specified values of sy given earlier, plot the approx-
imating distribution of X ;. How do they compare with the corresponding exact
distributions?



5

Tactical Planning Models for Managing
Recoverable Items

In 1968, Sherbrooke [223] published a landmark paper in which he described a
mathematical model for the management of recoverable or repairable items called
METRIC (Multi-Echelon Technique for Recoverable Item Control). Since that
time, many extensions and modifications to his model have been proposed, some
of which are discussed in this and subsequent chapters. Recall that in the previ-
ous chapter we showed how to calculate the exact distribution of the number of
units in the resupply system at each base in a two-echelon depot base system. We
observed there that the exact expressions are too computationally burdensome to
be of practical use. The METRIC model is based on an approximation to this
distribution that is easy to compute, and hence has been widely used in many
applications.

In this chapter we summarize the key elements of Sherbrooke’s ideas and
important contributions and improvements to METRIC due to Graves [99] , Sher-
brooke [226] and O’Malley [189]. We will also show how METRIC was extended
to represent more complicated environments in which there are both repairable as-
semblies, which are termed LRUs, or line replaceable units, and subassemblies,
which are shop replaceable units, or SRUs. This model was originally developed
by Muckstadt [174]. Included in the discussion in this chapter is a waiting time
analysis that is due to Kruse [152].

5.1 The METRIC System

The system modelled by Sherbrooke [223] corresponds to one that was operated
by the US Air Force, which consists of a set of bases, at which flying activity
occurs, and a depot. Both the depot and bases stock inventory and repair defective
parts. The parts removed from the aircraft requiring repair are the LRUs, or Line
Replaceable Units. The system is assumed to operate as follows.

When an LRU fails at a base (removed from an aircraft), the following events
occur. First, an LRU is withdrawn from base stock and placed on the aircraft,
thereby returning the aircraft to an operational status. If serviceable stock is not
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available in base supply, then a backorder occurs. The failed unit is either repaired
at the base or the depot.

The decision as to where the repair occurs depends only on the nature of the
failure. Some types of LRU failures can only be diagnosed and repaired at the
depot. Others can be diagnosed and repaired at the base level. We assume that
whenever a failed unit can be repaired at a base, from a technical viewpoint, then
it will be repaired there. Thus the choice of the repair location does not depend
on the current on-hand stock at the base or the current workload in the base repair
shop.

When the unit is shipped to the depot for repair, a request is made to have
an LRU of the same type shipped to that base. If such a unit is on-hand, it will
be shipped immediately; otherwise, a backorder will occur at the depot. We as-
sume two things. First, the depot meets demands on a first-come, first-serve basis.
That is, no prioritization among bases occurs when making shipping decisions
even though such prioritization may often be desirable. Thus the tactical planning
model is conservative in that base level performance will be enhanced if proper
prioritization practices are put into operation. Second, bases are not resupplied by
other bases, that is, lateral resupply is not permitted in the model. Again this is a
conservative assumption since lateral resupply will enhance base performance if
executed appropriately. We discuss lateral resupply models in Chapter 7.

Because the cost of each unit of an LRU is normally high and demand rates
are usually low, the (s—1,s) inventory policy is followed in practice at both the
bases and the depot. We assume that all failed units can be repaired; however, if
there are condemnations, then orders will be placed on an external supplier. In
this case the orders may be for more than a single unit. In these cases, the (s—1,s)
policy is not followed and our subsequent discussion must be modified.

We will assume that failures of each LRU type occur according to a Poisson
process. This assumption is necessary for some analytic reasons as will become
apparent as we proceed. However, we will indicate subsequently how this assump-
tion is relaxed in practice.

5.1.1 System Operation and Definitions

As we discussed, the system operates as follows. Removals of LRU i at base j
occur according to a Poisson process with rate A;;. With probability 7;; the unit
will be repaired at the base, and with probability (1 — r;;) will be repaired at
the depot. Hence the arrival process to base maintenance for LRU i is a Poisson
process with rate 7;;A;;. The arrival process to the depot maintenance activity for
LRU type i is also a Poisson process with rate A;o = Zj(l — rij)A;j. That this
process is a Poisson process is a consequence of the fact that failures occur at
bases according to Poisson processes for LRU type i and that each such failure
has a probability of r;; of being repaired at the base and 1 — r;; of being repaired
at the depot. Furthermore, the superposition of the independent Poisson arrival
processes from the bases corresponding to failures requiring depot repair for LRU
type i is also a Poisson process.
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We assume the depot repair cycle time for LRU i is denoted by D; and is not
dependent on the base from which the LRU is sent. The repair cycle time includes
the packing, transportation, and actual repair times.

We let B;; be the base repair cycle time for LRU i at base j and A;; be the
order, shipping and receiving time of LRU i at base j for shipments of LRU i
received from the depot.

Let T;; represent the average number of days that it takes to resupply base j’s
stock for LRU i once a unit enters the resupply system, that is, either depot or
base repair cycles.

We assume A;; is measured in units per day and D;, B;; and A;; are measured
in days. The flows of LRUs in this system are shown in Figure 5.1.

%
I < Base Base
+ ik —— Repair Stock
— B; — A
Ng Depot Depot
— -k Repair Stock

D; |
Fig. 5.1. The METRIC System

5.1.2 The Optimization Problem

Our goal is to develop a model that can be used to determine stock levels s;;
for LRU i at location j and to show how to compute these stock levels. The
objective of the model is to minimize the total number of average outstanding
backorders at the bases at a random point in time for a given level of investment.
But why choose the backorder criterion as the performance measure of interest?
The goal should be to maximize the expected number of operational aircraft at
the bases. Recall that in Chapter 3, we showed, to a first order approximation, that
minimizing backorders at bases is equivalent to maximizing the expected number
of operational aircraft at the base level. Thus maximizing the average number of
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available aircraft is approximately equal to minimizing the average number of
outstanding base level LRU backorders at a random point in time.
As before,

sij = LRU 7 stock level at base j (or depot if j = 0).

Before we state the optimization problem, we first develop some additional
relationships.

The key equation that links the base and depot stock levels is the average
resupply time equation for LRU i at base j. Let

T;; = average LRU i resupply time at base j
=r;jBij + (1 —rij)(A;; + depot delay (s;0)).

Thus the average resupply time is B;; when the repair occurs at base j for LRU
i and A;; plus an expected waiting time (depot delay) due to the depot stock
level when resupply comes from the depot. These average times are weighted by
the probability that resupply occurs either from base maintenance or from depot
stock. But how do we measure this expected waiting time?

Let

8(sip) = expected depot delay, or waiting time, given the depot
stock level is s;o for LRU type i.

From Little’s Law

5(s10) Average outstanding depot backorders (s;o)
5i0) = ,
i0 Depot demand rate (A;q)

as discussed in Chapter 3.
Let Bp(sip) = expected outstanding depot backorders for LRU i given s;q.
Hence

5(si0) = Bp(si0) )
Aio

Let us explore how &(sjp) behaves. First, we note that §(s;g) — 0 quite
rapidly as s;o exceeds A;oD;. To illustrate this observation, consider the cases
where A;0D; is equal to 1, 5, 10, 50 and 100. We display the values of §(s;o) for
these cases in Table 5.1 through Table 5.5, where we assume D; = 1.

As can be seen from the data in these tables, the expected depot delay becomes
small quite quickly when D; = 1. When A;; is several days in length, the depot
delay becomes a relatively inconsequential portion of the expected resupply time
as s;0 exceeds A;oD;.

As an example, suppose r;; = 0,A;; = 5, A;; = 5 and A;o = 50, with
D; = 1. Then the expected number of units in resupply for the base is 5 x 5 +
5 x 8(si0). If sip = 50, then §(s;0) = .0563 and the expected number of units in
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Table 5.1. 8(s;g) when A9 = 1, D; = 1 Table 5.2. 8(s;g) when A9 = 5, D; = 1
— 5i0|9i (sip)
Sé')o 31'(;10) 42874
1 .3679 311755
2| .1036 6| .0987
71.0511
3 |.0233
4 |.0043 8 1.0244
9.0108
51.0007
> | o001 10| .0044
11].0017
12| .0006
Table 5.3. §(s;o) when ;o = 10, D; = 1 Table 5.4. §(s;0) when ;o = 50, D; = 1
5i0|9(si0) 5i0|8(s;0)
911793 49,0667
10].1251 50(.0563
11].0834 51].0471
12].0531 52|.0389
13].0322 53].0318
14].0187 54|.0258
15].0103 55(.0206
16].0055 56(.0163
17].0028 57|.0127
18/.0013 58/.0098
Table 5.5. §(s;9) when X;o = 100, Table 5.6. &(s;g) when X;90 =5
D; =1 and D; = 10
;0 |9(si0)
100[.0398 $i0|8(Si0)
101].0351 49| .667
102].0308 50| .563
103].0268 S 471
104|.0233 52| .389
105].0200 53| 318
106].0172 541 .258
107].0146 55| .206
108].0124 56| .163
109].0104 571127
110{.0087 58] .098
115[.0032

the base’s resupply system is 25.2815 units of which only .2815 are attributable to
the depot delay in resupply of the base. In this example, we see that this minimal
contribution to the expected number of units in the base resupply system occurred
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when the depot carried no safety stock. Thus as the depot demand rate increases
and A;; increases while r;; decreases, there is little to be gained by having much
depot safety stock.

Now let us consider another example. Suppose r;; = 0,A;; = 5,A;; =
5, %0 = 5Sbut D; = 10. Thus A;0D; = 50, as was the case in the previous
example. To find &(s;p) in this case we can again use the data in Table 5.4. The
data in that table must be multiplied by the value of D; to obtain the new values
of §(s;0), which are given in Table 5.6. As was the case in the first example, the
average resupply time is dominated by the value of A;;. Hence if a small amount
of safety stock is carried at the depot, say 5 units so that s;o = 55, then the average
resupply time is 5.206 days. The expected number of units in resupply at the base
is now 2.6030 units of which .103 units are attributable to depot delay.

Observe that as A;oD; remains constant but D; increases, then 8 (s;o) increases
proportionate to the increase in D;. For example, as D; increased from 1 to 10,
8(si0) increased by a factor of 10. If A;; = .25, A;0 = 2.5 and D; = 20, then
8(50) = 1.126 days and §(55) = .412 days. Thus as D; increases, while A;9D;
remains constant, we see that 4 (s;o) increases and can become a more significant
portion of the average resupply time. Hence safety stock at the depot will become
more important as D; becomes larger while A;o D; remains constant.

In any case, the range of values that need to be evaluated explicitly in an opti-
mization procedure is limited since §(s;9) approaches small values quite quickly
as s;0 > |A;D;]. The range can usually be limited to two standard deviations of
depot demand over the depot’s resupply time. That is, the optimal value that s;q
assumes almost always is in the interval [I_)LiDiJ, [2- ()LiDi)l/z] + LAiDiJ], as-
suming | A; D; | is the minimum depot stock level that is considered. Furthermore,
when solving practical problems, the search for the optimal value of s;¢ is limited
to a subset of these values. Consider the values in Table 5.5. Observe that suc-
cessive values do not differ by substantial amounts. Hence searches are limited to
perhaps every second value in the interval given earlier. Thus when X; D; = 100,
the search for the optimal value of s;p might be restricted to 100, 102, ..., 120. As
a consequence of these observations, a maximum of 10 to 15 possible values for
s;o are often explicitly considered in practice when employing the optimization
methodology we will be discussing in subsequent sections.

5.1.2.1 Approximating the Stationary Probability Distribution for the
Number of LRUs in Resupply

To calculate the expected number of base j backorders for LRU i, we must de-
termine the stationary probability distribution for the number of units in resupply
for LRU i at base j.

Let X;; = random variable for the number of units in resupply for LRU i at
base j in steady state. Clearly,

E[X;;] = A Ti;

)\‘.4
=rijhijBij + (1 —rijpkijAij + (1 — rij)k_z)BD(siO)~
1



5.1 The METRIC System 85

To compute the variance of X;; requires some additional analysis. We drop
the LRU subscript in this analysis for ease of exposition.

Suppose there are Np backorders at the depot for some LRU. Let N; be the
number of base j units backordered at the depot. The probability that N; = n;
when Np = np, where nj < np, is given by

" 1. nj 3. np—nj
P{Nj=njINp=npy={"" ) 1-Z ,
Ny =njINp =np} (”J’)(M) ( *o

where )A».,' = (1 —r;)A;. Furthermore,

A A
E[Njlsol = E[N,1 = En,, [En;[N;INp]] = En,, [A—(J)ND} = A—QBD(so).

Thus the expected number of LRUs in backorder status corresponding to demands
at base j is the fraction of total depot demand due to base j, on average, times the
expected number of depot backorders given sy.

The variance of N; also depends on the depot stock level. We know that

Var(N,lso) = E[N}lsol — E[N;lsol*.
We also know that E[N[so] = ;—gB p(50). Furthermore,

EIN?Isol = Eny | En,IN?IND]|

— Ey, [Var(Nj|ND) + E[NjuvD]Z]
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Thus, by combining the above observations, we see that

N A A 2

Aj Aj Aj

Var(Njlso) = — |1 — — | Bp(so) + | — | Var(Nplso).
Ao Ao Ao
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The Var(Np|sp) can be computed as follows. Since
Var(Npso) = E[Nplso] = (Bp(50),

we need to determine a method for calculating £ [le)lso]. Recall that Np mea-
sures the number of depot backorders at a random point in time. Hence if
Np = np, then the number of units of the LRU in depot resupply must ex-
ceed the depot stock level by np. Thus if x measures the number of units of the
LRU in depot resupply, there are np depot backorders for the LRU if and only if
x —so = np. Hence

E[Nplsol = ) (x = 50)°p(x|roD),

X =50

where p(x|LoD) is the probability that x units are in depot resupply. From Palm’s
theorem, p(x|ioD) = e 0P (AOX—[,))Y Then

E[Nplsol = ) (x = (so — 1) = )* p(x|ro D)

X=50

= > (x = (50— )? p(x[roD)

X250

~2 ) (x —s0)p(x|hoD)

X=50

— Y p(xlroD)

X=50

= > (x = (so— )* p(x[roD)

X=50

—Bp(so) = Y, (x — (so — 1)) p(x|hoD)

X=50

= E[Np|so — 11— Bp(s0) — Bp(so — 1).

We thus can determine E [N12)|s0] recursively, and therefore can determine
Var(Nplso) recursively. Observe that

E[Np|01 =) x*p(x|hoD)

x>0
= Var [Number of units in Depot resupply]
+ [Expected number of units in depot 1resupply]2
= oD + (AoD)?

when base demand is described by a Poisson process.

Now that we have computed the mean and variance of Np we are able to
compute the variance of Y, where Y; is the random variable that represents the
demand over the order and ship time (A ;) plus the backordered demand due to the
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depot stock level so at a random point in time at base j. Since the demands that
cause depot backorders and those occurring during the transportation lead time to
base j take place in nonoverlapping intervals, and are therefore independent,

Var Y; = Var (Demand over A ;)
+ Var (Backordered demand due to depot stock sg),

A

N A~ 2
N Aj Aj Aj
VarY; = A;A; + )»_0 1-— )»_0 Bp(so) + )»_0 Var (Np|so),

where as before ):j =1 —rjA;.

But to compute the expected number of backorders at base j for LRU i we
must know the probability distribution of the number of units in resupply, X;;.
Rather than computing this distribution exactly, as we did in Chapter 4, we ap-
proximate it, as Sherbrooke [227] did, with a negative binomial distribution with
parameters

)\‘,.
wij = rijhijBij + (1 —rij)rijAij + (1 — Vij)k_Z)BD(SiO)
1

G,%- = rijhijBij + (1 —rij)AijAij

(= rij)Aij (A —rij)Aij
1-— Bp (s
+ o < o D(si0)
2
1 —rij)Aij
+ w Var (ND|SIO)

The appropriateness of the negative binomial approximation is discussed in
Chapter 6. The negative binomial distribution has two parameters, call them p
and r. These parameters must satisfy the two equations

. rd=p) q,2_rd—p)
1 p ij P2
Thus
1>M—i2j:pandr:M.
o} 1—p

The probabilities can be computed recursively with

, r+x-1)
P{X,‘j =0} =p and P{X,’j :x} = P{X,'j =X — 1}761,

where g =1 — p.

The choice of the negative binomial distribution as an approximation to the
probability distribution of X;; was made for two key reasons. First, it is easily
computed, which is essential in large scale applications. Second, it is an accurate
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approximation. A substantial amount of testing has been conducted to verify the
validity of the approximation. In Chapter 6, we describe one such validation study.

Additionally, in the Air Force and other implementations of the model we have
just described, as well as the one presented in Section 5.3.1, a negative binomial
model was used for reasons other than those that have been discussed. A nega-
tive binomial model was used to represent the demand process as well in these
approximations. That is, the negative binomial probability model replaces the
Poisson model in all the demand probability model expressions found through-
out this chapter. The negative binomial model was chosen in these applications
to accommodate the high variance-to-mean ratios of the demand processes found
in practice. A complete discussion of the variance-to-mean ratio of the demand
process can be found in Crawford [65].

5.1.2.2 Finding Depot and Base LRU Stock Levels

We now turn to finding the best depot and base stock levels for each LRU, which
are the stock levels that minimize the expected number of “holes” in aircraft, that
is, that minimize the expected number of base LRU backorders at a random point
in time subject to a constraint on investment in inventory.

m
min Y Bij(sijlsio)
i =1
(5.1)
m
s.t Zci(sio—i—zlsij)fb, Sij =0,1,...,
l Jj=

where ¢; is the cost of one unit of LRU type i, b is the available budget to invest
in the LRUs, and m is the number of bases.

Unfortunately Problem (5.1) is neither separable nor convex. It is not sepa-
rable because the variables s;; and s;0 interact when computing B;; (s;;|si0) =
szs,-,- (x — sij) p(x|A;;Tij(si0)), where p(x|A;;T;j(si0)) is approximated by a
negative binomial distribution with mean u;; and variance 05., as defined previ-

ously. Both u;; and 05. are functions of s;9. We will discuss the convexity issue
shortly.

There are many different ways to solve (5.1). One way is to use a marginal
analysis approach and another is to employ a Lagrange multiplier method.

5.1.2.2.1 A Marginal Analysis Algorithm

We will first discuss the marginal analysis approach. Since the objective function
is separable by LRU type, we first focus on a single LRU type. As before, we
temporarily drop the LRU subscript to reduce the notation.

To determine a solution to (5.1) we analyze the relationships between total
system LRU inventory and the expected number of total base backorders. We will
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construct this function first and will observe that this function need not be convex.
Hence, we will construct its convex minorant and use this convex minorant as a
basis for making budget allocations among different types of LRUs.

Next, define

a(s, so) = minimum total expected base backorders for
an LRU given that there are s units of the

LRU in the system and the depot stock is sg.

Let S represent the set of values of so that will be explicitly considered in the
optimization process.

Let soeS. Then, given s9, we can compute ; and (TJZ as well as P{X; =
x|so} = pj(x|so). Recall that

Bj(sjlso) = D (x = s;)pj(xlso).

X>5j

Also recall that B, (s j|so) is a convex function, given sg, and satisfies

Bj(sjls0) = Bj(sj — 1lso) — (1 = Y pj(xlso)).

X<Sj

Thus the reduction in backorders by adding one unit to the inventory at base j is

(1 ~ Yoy, Py (x|s0)). Note also that B; (0]so) = ;.

Now suppose that s = sg + 1. The question we must answer is to which base
should this (so + 1)st unit of stock be allocated. To begin the process, set s; = 0
for all j. We want to place the unit at the base that has the largest reduction in ex-
pected base backorders resulting from the allocation; that is, assign the unit to the
base having the largest value of (1 —Pj (0|S())). Since the functions B (s j|so) are
convex given so and are strictly decreasing as s; increases, we can use a marginal
analysis method to compute the best allocation of a stock of s — 59 = a units
knowing the best allocation of s — 59 = a — 1 units.

If 5;(a — 1) represents the optimal stock level for base j given a — 1 units are
available for allocation to the bases (given the value of sg), then the base that is
allocated the next unit of stock is the one that has the maximum value of

(1 - > Pj(x|50)>~
x<§j(a—1+1

Observe that to calculate the marginal reduction in backorders for base j by
adding an additional unit of stock to that base we need to determine

Yo pilso =Y. pjlxlso) + pjGita—1)+1).

x<§jla—1+1 x<sj(a—1)

But Z)ng(a_l) pj(x]so) is known so that only p;(s;(a — 1) + 1|sp) must be
computed. As observed earlier,
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(r+Gila—D+1)-1)
Sja—D+1

pjjla—1) +1lso) = p(sj(a — Dlso)

Hence the function «/(s, sg) can be computed very quickly for a large range of s
values. For example, we could choose to limit s by setting a minimum value for
a(s, so). That is, when a (s, s9) < €, then terminate the calculations.

The functions « (s, sg) must be calculated for all sge S.

Next, define

a(s) = mina(s, so).
S0

a(s) is a strictly decreasing function of s; however, it need not be convex. As a
consequence, we construct &°(s), where a(s) is a piecewise linear convex mi-
norant to the function &(s). Let S‘C be the values of s at which the slope of a“(s)
changes.

For example, suppose m = 10 bases, each of which has a daily expected
demand rate of .195 units. Further, assume the depot resupply time is 10 days
and the depot to base transit time is 1 day for all bases. Figure 5.2 contains the
graph of a(s). Table 5.7 shows the values of a(s) and sa‘ , the latter being the
optimal depot stock levels corresponding to the various values of total system
stock s. Note that the optimal depot stock level is not monotone nondecreas-
ing as the total system stock increases. This illustrates why this type of opti-
mization problem is not easily solved. Note also that &(s) is not convex. Thus
we construct its convex minorant, which is shown in Figure 5.3. In this case,
Se = {35,36,41,42,43, 44,45, 46, 48, 54, 55).

Total Expected Base Backorders

F Y

¥

Budget Levels

Fig. 5.2. Graph of &(s)

Suppose we construct functions & (s;) for all LRU types i, where s; is the
total system stock for item type i. Rather than solving (5.1) for a specific target
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35|.2579825
36|.22889|26
37|.20787|26
38|.18685|26
39|.16421|25
40(.12383|20
41(.0872721
42(.06120(22
43(.04324(23
44(.03128|24
45(.02355(25

46
47
48
49
50
51
52
53
54
55

.01867
.01565
.01234
.01117
.01000
.00882
.00765
.00465
.00285
.00183

26
27
28
28
28
28
28
23
24
25

Table 5.7. &(s) and sf)"
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Fig. 5.3. Graph of &“(s)

all LRU types as a function of the total investment in all LRUs. This function is

constructed using another marginal analysis algorithm.

Let sl.l, el siK" be the elements of S’é, the set of total stock levels that will
be considered for LRU type i based on the construction of the convex piecewise
linear function &f (s;). That is, the values sf are the stock levels at which the slope
of the total base backorder function &f (s;) changes.
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To begin the construction process, compute &l."(sl.l) for all items i. Let (1) =
> 6f(sh), and let C(1) = Y slc;. Next, setk; = 1 foralli and £ = 1.

At the beginning of iteration £ > 1, we have C(¢) and 8(£). For all i, compute
nco ki neo kil
aj (s;') — & (s; i)

ci (sfm'1 — sik")

Ai(s) =

the reduction in total expected base backorders by incrementing the stock level
from sf" to sf" *1 per dollar invested in LRU i.
Select i* such that

ki* ki
Ajx (s ) = max A; (s;").
1

Set
CU+1)=C) + (s — ") and
ki*+1

Bl +1) = B(E) — @5 (si) — @S (s" ).

Increment k;+ = k;+ + 1 and £ = £ + 1, and recompute the value of A+ (sf,i* ).
The A;(+) values remain the same for all other values of i.

Repeat this process until there are no remaining values of k; to consider, that
is, k; = K; forall i.

The process we have outlined can be used to compute the total expected base
backorder function for a finite set of the investment levels in LRU system inven-
tory, as depicted in Figure 5.4.

,¥ | Depot Repair » Depot Stock | _
H A \\‘
o |
Di, Aij Ail
\\‘ ) ‘,'
Aircraft | Base Supply

Fig. 5.4. Total Expected Base Backorders for Various Budget Levels Generated by the
Algorithm

5.1.2.2.2 A Lagrangian Method for Computing Depot and Base Stock Levels

Let us now describe an alternative method for computing the depot and base stock
levels, that is, another method for solving Problem (5.1). Roughly the algorithm
works as follows. First construct a Lagrangian relaxation to Problem (5.1) and
then decompose it into a collection of single item problems, which are solved one
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at a time. The constraint that is relaxed is the investment constraint. Thus there
is only one Lagrangian multiplier in the relaxed formulation of our problem. For
each item, given the multiplier value, determine the best depot and base stock lev-
els using an enumeration method. This process is repeated over various multiplier
values to determine the solution to Problem (5.1).

This Lagrangian relaxation algorithm is based on an observation made in
Chapter 3. That is, the optimal solution to a relaxed problem yields an optimal
solution to Problem (5.1) for a certain value of b. By investigating an appropriate
range of values for the Lagrangian multiplier we can provide good, if not neces-
sarily optimal, solutions for Problem (5.1).

Let us begin by constructing the Lagrangian relaxation:

n m n m
min » Y " Bij(sij.si0) +0 ¢ Yy sij — Ob (5.2)

Sii
Y=l j=1 i=1  j=0

subjecttos;; = 0, 1, ..., where we continue to use the same notation as employed
in the previous section. 8 represents the multiplier corresponding to the constraint

n m
ZC,‘ZSij <b.

i=1 j=0

For this formulation, 6 > 0.
The Lagrangian relaxation may also be expressed as

n
Z {min 27;1 B,-j(s,-j, SiO) + 96‘,‘ ZT:O S,‘j} —6b
i=1

subjectto s;; =0, 1,....

Hence the Lagrangian relaxation is separable by item, that is, we can solve

m m
min Z Bij (Sij, s;0) + 0¢; Z Sij (5.3)
=1 =0

S,‘j =O,1,... .

for each item i independently of all other items.

In Chapter 3 we showed the expected backorder functions B;;(s;;, sio) are
convex functions of s;; for a given value of s;0. However, the function is not
necessarily jointly convex in s;; and s;0, as we observed earlier. Thus to find an
optimal solution to (5.1), given 6, we use an exhaustive search on the candidate
depot stock levels.

Suppose 6 assumes some value, say 0, and s;q is equal to p. Then we want to
find the base stock levels that solve

m
W = s-jEloiIll [Z (Bij(sij. ) + Oecisij) ] + Ocip. 5.4
ij=Y, L. j=1
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Notice that

m
r,,r_n()nll |:Z BIJ(YU ,0)+9£Cz?z]):|

j=1

m
me Bij(sij, p) + Oecisij) , (5.5)
l:

—_

that is, the relaxed optimization problem is also separable by base for each item,
given 6, and p.
The solution to

min B;; (sij, p) + Oecisij (5.6)
sij = 0, 1, .

can be found quite easily. The objective function to Problem (5.6) is discretely
convex in s;;. Hence we can easily show, using a first difference argument, that
the optimal value for s;; is the smallest nonnegative integer for which

> plp) <bci or Y plxlp) = 1 —bhci,

Xzsij-‘rl X=Sij

where p(x|p) is the probability that there are x units in resupply at base j for item
i given s;o = p. These probabilities are computed as described in Section 5.1.2.1.
Observe that whenever 6, > Ci the optimal value for s;; is 0. Thus a necessary

condition for s;; > 0, for all i, is 8¢ < min; Cl = ma)li

We have shown how to find the optimal values of the base stock levels given
6 and p. To find an optimal set of depot and base stock levels for a given value
of 6¢, find the value of s;o = p for which

sj0 = arg min W;iz 5.7
P

and the corresponding base stock level values, s;;. As we have discussed earlier,
the range of depot stock levels that need to be examined explicitly is limited be-
cause M — O rapidly as s;¢ surpasses A;oD, the expected depot demand over
the depot resupply time. In practical applications [1;oD] is often a floor on s;¢.

Knowing the stock levels for the depot and bases, we also have the corre-
sponding investment level for item i,

m
i) =ci Yy si. (5.8)
=0
The total investment level over all items, given 6 = 6y, is

> ciOo). (5.9)
i=1
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Hence for every choice of 6 there corresponds a required investment level in sys-
tem stock.

For practical problems there are bounds on the value of 6, too. Recall that for
s;j to be positive, & must be less than & Hence a search for the optimal value is

normally confined to the range 0 < 0 < — o

There are two very different ways that a Lagrangian based algorithm can be
employed in practice. In one approach a bisection method is used to find the opti-
mal value of 6. Since a range of budget versus expected base level backorder val-
ues is often desired, a second approach is sometimes implemented. In this second
approach, a set of M values for 6 are prespecified, 0 < 6 < --- < 0y < maxe
These values are set based on experience in solving past problems. We now de-
scribe both approaches.

Algorithm 1

Step 1. Determine Oy, and Opax, the minimum and maximum values considered
for 0. Set g = mintmax ang ¢ = |
Step 2. Set & = 6,. For each item i, find the depot and base stock levels that yield

minp{W;Z}.
Step 3. Calculate C(0) = Y 7', ¢; Z?:o 5ij(0). If |C(6) — b| < e, stop; oth-
erwise, if C(0) > b, set Omin = 6¢; otherwise set Onhax = 6. Set

O = %, ¢ = £ + 1, and return to Step 2.

The number of iterations required to find a good solution clearly depends on
the initial choices for O, and 6. and €. In real problems, when there is ex-
perience in choosing the initial range of 6 values and € is set to be 1/2% of the
budget, the number of iterations required normally does not exceed 10. Nonethe-
less, a very large number of calculations must be made repeatedly. The second
algorithm requires fewer calculations, as we will see. The second algorithm is as
follows.

Algorithm 2

Step 1. Select a set of M multiplier values

0<b1 <O <---<bOy<

max ¢;

Step 2. For each item i, for each 6y, solve

. i
mpln Wpe

and obtain stock levels s;; (6¢) and Z’;’;l B;j(sij(e), sio(6e)).
Step 3. Compute C(6y). Select the solution that has a budget closest to b.



96 5 Tactical Planning Models for Managing Recoverable Items

As mentioned, it may appear that the two approaches require the same compu-
tational effort since the same calculations are performed in Step 2 in both cases.
They are not as similar as one might initially believe because of the manner in
which the second algorithm is implemented.

For the second algorithm, let us examine how we compute W;i;e- Recall that
for a given value of depot stock for item i, s;0 = p, we find the optimal base stock
levels by determining the smallest values of s;; for which

D plp) = 1.

X =Sij
Observe that when £; > €5,

85ij(0¢,) < 5ij(Bey).

Thus, when we implement Algorithm 2, for a given p = s;9, we make a single
pass through the base calculations and determine the optimal base stock levels
for each value of 6. Observe that we do not need to repeat the calculations made
when finding s;;(6y) when we are finding s;; (0p7—1), since s;; (Opr) < 5i;(Op—1),
given that p = s;0. In practice, fewer calculations are required to implement the
second algorithm. The second algorithm is particularly useful when the goal is
to understand the tradeoffs between investment in system stock versus expected
base level backorders.

5.2 Waiting Time Analysis

The optimization problem we have formulated has as its objective the minimiza-
tion of the total average number of outstanding LRU backorders at base level at a
random point in time. While the average number may be low for a particular LRU
at a base and the average waiting time may be low as well, there is a need to know
how long a delay could be experienced in responding to a request for resupply.
In other words, what is the probability distribution for the LRU resupply waiting
time at either a base or the depot. At base level, this time corresponds to the time
until an aircraft is again operational; at the depot, this time measures the time a
resupply request is delayed prior to shipping a unit to the requesting base.

We will now derive the distribution of waiting times assuming demands for re-
supply occur according to a simple Poisson process and assuming resupply times
are independent and identically distributed random variables with density v (-)
with mean 7. Our goal is to compute the probability distribution that a failed
LRU will wait longer than a time u given that a demand for resupply occurred at
time 7. We also assume a first-come, first-serve queue discipline is followed.

Let us begin by defining some notation. Let

W () be the waiting time random variable for satisfying an LRU demand oc-
curring at time ,
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1 (t) be the net inventory random variable of the LRU just before time 7,

X (t) be the random variable for the number of LRU units in the resupply pro-
cess just before time ¢, which does not include the demand occurring at
time 7,

Vi(t, u) be a random variable measuring the number of LRUs completing repair
in the interval (¢, ¢ + u] that were in the resupply system at time ¢ (i.e.
failed during (0, ¢) but were not repaired by time ¢),

Va(t, u) be a random variable measuring the number of LRUs completing repair
in (¢, t 4 u] that entered the repair cycle during (¢, t + u],

V(t,u) = Vi(t,u) + V,(t, u), and

F(x) = f(f ¥ (y)dy, which is the probability that a LRU repair is completed in
x or fewer time units.

The LRU resupply request at time ¢ will remain unfilled for a period of time
greater than u if and only if the number of units in resupply at the point in time ¢
at which the resupply request is made is s units or greater (s is the stock level) and
the number of units completing repair during (¢, # + u] is insufficient to satisfy
that request by time ¢ + u. Thus

W(t) > uifandonlyif I(t) + V(¢t,u) + r(u) <0,

where r(#) = 1 if the repair cycle time of the unit that failed at time ¢ is less than
or equal to u and is 0, otherwise.
Since s = I(t) + X (¢) for all 7,

I(t)+ V(t,u) +r(m) <0impliess — X () + V(t,u) +r(u) <0,

ors < X(@t)—V(t,u)—ru) = X1t +u)—Vo(t,u) —r(u), where X1(t +u) =
X (t) — Vi(¢, u), that is, the number of LRUs in the resupply system at time ¢ + u
that failed during (0, ¢). Therefore

P{W@®) >u}=P{X1(t+u)— Volt,u) —ru) > s}.

Observe that the random variables X (¢ + u), Va(¢, u), and r(u) are indepen-
dent since LRUs requiring repair that arrive prior to # in no way influence arrivals
requiring repair subsequent to time ¢ in terms of timing, quantity or repair times.
The repair time of the failed LRU occurring at time ¢ is also unaffected by those
arrival times and the repair times of LRUs failing both prior to and subsequent to
time £.

Let pi(¢) be the probability that an arrival in (0, ) remains in the resupply
system at time ¢ + u, that is,

t
pi(t) = ;f (1=F(t+u—v)dv
0

1 t+u
;/ (1 = F(v))dv,
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and po be the probability that a LRU that failed during the interval (¢, ¢ + u]
completes its repair by time ¢ + u, that is,

1 u
poz—/ F(u — v)dv.
0

u

Then, following the reasoning presented in Chapter 3,

P{Xi(t+u) =k} = o 1)

k!
+ .
_ L a-Fpae G fy (L= F@)dv)
- k!
and
A k
P {Vz(t, u) = k} — e—kupo%
k
— o Flu=v)dv ( fou F(u —v)dv) .

k!

To determine the probability that W (#) > u we consider two cases. In the first
case, X1(t+u) = s+k, k > 1,and V,(t, u) < k. Thatis, the number of LRU units
remaining in the resupply system at time ¢ 4 u that correspond to LRU failures
that occurred prior to time ¢ is s + k, and additionally, less than kK LRUs complete
repair in (¢, ¢t 4+ u] of the units that failed in (¢, # 4+ u]. Since we assume demands
are satisfied on a first-come, first-served basis, the LRU demand that occurred at
time ¢ can not be satisfied by time ¢ + u.

In the second case, s + k,k > 0, LRUs are in resupply at time ¢ + u that
correspond to resupply requests that were placed prior to 7. Furthermore, exactly
k units completed repair during (¢, ¢ + u] that corresponded to LRUs entering the
repair cycle during (¢, ¢ 4+ u]. Thus, in this second case, the resupply request made
at time ¢ will remain unfilled if and only if the repair cycle time of the requesting
unit exceeds u.

Combining these observations we see that

00 k—1
P{W () > u} =Z|:P{X1(t+u) =s+k} Y P{Va(t,u) =y}:|

k=1 y=0

+ D PX((t+u)=s+kH1 = F)} P {Va(t,u) = k}.
k=0

Suppose F(0) = 0. Then the probability that the waiting time is O is given by

s—1
PW(t)=0=> P{X(t)=kl=P{I()>0}.
k=0

Observe that P{X(t + u) = k} depends on ¢t and u but P{V,(¢t,u) = k}isa
function of u alone. Let
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P{Xi() =k} = lim P{X;(t +u) =k}

k
— o * [ (A=F@)dv [A f,°(1 = F(v))dv]
k! ’

which represents the steady state probability that k LRUs that were in the resupply
system at the time a LRU fails remain in the resupply system # time units later.
Let W be a random variable that measures the steady state waiting time to satisfy
a request for resupply. Then

) k=1
P{W>u}=Z[P{X1<u>=s+k}ZP{v2(u>=y}}

k=1 y=0

+ Y PIXiw) =5+ k{1l - F@)}- P {Vau) =k},
k=0

where V,(u) is the random variable measuring the number of LRUs that both
arrive for repair and complete repair in a period of length u following the failure
of a LRU.

This waiting time distribution could be used to establish minimum depot LRU
stock levels. If there is a desire to ensure that replenishment of base inventories
is not delayed by more than u days due to the lack of depot stock with proba-
bility «, then the minimum depot stock level can be set accordingly. Note that
P {W(t) > u} requires an explicit statement of the repair cycle time distribution
F(-). Thus F(-) will have to be estimated to make the required calculations.

5.3 A Multi-Indenture System

To reduce the cost of their maintenance, systems are increasingly being designed
in a more modular manner. The expensive systems, often valued at many mil-
lions of dollars, contain many repairable assemblies, which we have called LRUs.
The objective of the maintenance concept that underlies the product design is to
remove defective LRUs from the system quickly so that the system is rapidly re-
turned to a serviceable status. The LRUs are also often very expensive, some val-
ued at as much as several million dollars. Hence keeping them in the repair system
for an extended period of time is also costly, since more LRUs are required to keep
the systems operational. The system design concept is to avoid lengthy assembly
or LRU repair cycles as well as to minimize the length of the system’s repair time.
This is accomplished by making it possible to detect a faulty subassembly quite
quickly and to remove and replace that faulty subassembly rapidly as well. The
subassemblies are often expensive, too, and are often subject to repair when they
fail. We call these repairable subassemblies shop replaceable units (SRUs). They
are called SRUs to reflect the fact that they are removed from their parent assem-
bly in a repair shop and not directly from the system. Thus keeping systems in
a serviceable status depends critically on having both LRUs and SRUs available.
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Determining the best mix of LRUs and SRUs for given investment in these items
is the subject of this section.

5.3.1 A Two-Echelon, Two-Indenture Resupply System

An environment that contains LRUs that are assemblies that are removed from
and replaced into systems when system failures occur and SRUs that are removed
from and replaced into LRUs when they fail are called two-indenture level re-
supply systems. We will examine in detail a specific two-echelon, two-indenture
resupply environment, as depicted in Figure 5.5, consisting of a depot and a set of
bases supported by the depot.

Base LRU
Stock | )
i
N Base LRU — Base SRU | Base SRU
r Repair T Repair | Stock

Aircraft I X .

(nA/C -4 V-

Maint.) I ¥ — _:
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Serviceable Unit Row * —, Repair — Repair Stock
Failed Unit Row \
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Depot LRU
Stock
L External | ]
Suppliers

Fig. 5.5. A Two-Indenture, Two-Echelon Resupply System

We use the terminology of the U.S. Air Force system for which the model was
originally created. Thus the systems are aircraft. The LRUs could be engines or
so-called black boxes that make up the avionics subsystem of an aircraft. SRUs
could be engine modules or could be boards that go into computers that are the
LRUs in an avionics system. The issue then is to determine the depot and base
LRU and SRU stock levels that minimize the expected number of base level back-
orders for LRUs. By doing so, we determine stock levels that will approximately
maximize the number of operational aircraft for a range of total investments in
LRUs and SRUs.
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The optimization methodology is similar to the one we outlined for the two-
echelon single indenture level problem discussed in Section 5.1.2.2.1 of this chap-
ter. We first concentrate on constructing the key probability distributions that are
the essential building blocks for the optimization models. Thus we will show how
to compute the number of units in resupply for an LRU and each of its subordinate
SRUs. We then outline a procedure for computing base and depot stock levels for
both LRUs and SRUs.

5.3.2 Calculating the Stationary Probability Distribution of the Number of
Units in Resupply

We begin by outlining the approach for constructing the probability distributions
for the number of units in resupply for each LRU and SRU at each base.

A key assumption underlying our analysis is that each LRU failure (or removal
from an aircraft) is the result of no more than one type of SRU failure. Further-
more, we assume that each SRU type is found in only one LRU type, which is a
reasonable assumption in practice.

We will concentrate on developing the stationary probability distribution for
a single LRU type, since the analysis is the same for all LRU types.

We now introduce some notation.

Let i denote the item type. i = O is the LRU and i = 1, ..., I denotes the
SRU types. As before, j denotes the location with j = 0 representing the depot
and j = 1, ..., m representing the bases.

Let

Aij = daily demand rate for item type i at location j,
B;; = average repair cycle time for item type i at base j,
D;y = average depot repair cycle time for an SRU of type i,
Dgo = average depot LRU repair cycle time,
rij = probability that a removal of SRU i from an LRU at base j results in that
SRU being repaired at base j,
ro;j = probability that a failure of a LRU at base j will be repaired there,
A;j = order and ship time from the depot to base j for item type i,
a;j = probability that an LRU being repaired at base j requires SRU i to com-
plete its repair, and
ajo = probability that an LRU being repaired at the depot requires SRU i to
complete its repair.

Then the daily demand rate for SRU i at base j is A;; = rojAoj;; and the daily
demand rate for the LRU at the depotis Agp = > _ j (I—=rg;j)Ao;. The depot demand
rate for SRU type i results from base and depot requirements and is expressed as

Aig = Zk,‘j(l — rij) + Aooeio, I > 0.
J

Let us focus on the LRU and compute the mean and variance of the number
of LRU units in the depot resupply process.
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Let

A00Qi0
i0

Bio =

= probability that demand on

depot SRU i stock is due to
depot LRU repairs.

Then, if X represents the random variable for the number of LRUs in the
depot resupply process,

E[Xo0] = X00Doo + Z BioBio(siolXioDio) and
i

Var(Xo0) = 200Doo + Y_ Bio(1 = Bio) Bio(siolio Dio)

1

+ Z ,BiZOVar of SRU i depot backorders (s;jo|AioDio),

1

where the Var(s;o|1ioDio) is computed in the manner described in the discussion
of the METRIC model, that is, in Section 5.1.2.1 of this chapter.

The mean and variance of the number of SRUs in resupply at a base can be
computed in a similar manner. Let

Bij = probability that a unit of demand for SRU i at the depot
is attributable to a requirement at base j
_ AL =rij)
B rio
If X;; is the random variable for the number of units in resupply at base j for
SRU type i, then

E[Xijl = xij(1 —rij)Aij + rijhijBij
+BijBio(siolxio Dio),
and
Var(Xij) = rijrijBij + (1 —rij)AijAij
+ Bij (1 — Bij)Bio(siolAio Dio)
+ ﬂijar of depot SRU i backorders (s;o|Ai0Dio)-

Finally, let us compute the mean and variance of the number of LRUs that are
in the base’s resupply process. Following our notation,

Boj = probability that an LRU being repaired

at the depot corresponds to a demand at base j.

Then we have
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Boi = roj (1 —ro;)
/ Aoo '
Letting X¢; be the random variable describing the number of LRUs in resup-
ply at base j, we see that

E[Xoj] = 2o;(1 —roj)Aoj + rojrojBoj
+PBo; B(sool E(Xo0), VarXoo)
+ " Bsij| E[X;], VarX;j)
i

and VarXo; = rojrojBoj + (1 — ro;)ho; Ao
+'80/(1 - ﬂOj)B(SOO|E(X00), Val"Xoo)
+ Z Var of base j SRU 7 backorder (s;;| E(X;;), VarX;;)
i

~|—,3§ j Var of depot LRU backorder (soo| E[X00], VarXop).

These means and variances are used to calculate the probability distributions
required to determine the respective backorder functions. In each case, we assume
the probability distribution is accurately approximated by a negative binomial
distribution with the given means and variances.

5.3.3 Computing Depot and Base Stock Levels for Each LRU and SRU

Now that we have shown how to construct the approximating probability distribu-
tions for the number of units in resupply for each LRU and SRU at each location,
we are in a position to develop an optimization model and an algorithm for com-
puting these LRU and SRU stock levels.

Some additional nomenclature is required. Let £ denote a LRU type, sfo and
sfj denote the stock levels for the depot and base j, respectively, for SRU i found
in LRU ¢ and Sgo and sg j the depot and base j stock levels for LRU ¢, respectively.

Our goal is to select the stock levels sfo and sfj for each LRU family ¢ - an
LRU and its subordinate SRUs - so as to minimize total base level LRU backo-
rders. Assume the unit cost of LRU £ is cé and the unit cost of SRU i in LRU ¢ is
cf. Further assume that b represents an investment target. In practical applications
we would desire to construct an exchange curve in which minimum total base
level backorders is established as a function of various investment budgets, b. The
algorithm that we will discuss will be used to construct such a trade-off curve.

The optimization problem can be stated as follows for computing the SRU
and LRU stock levels
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Soj» Sij are integer and nonnegative.

As we discussed earlier, this problem is neither convex nor separable and therefore
is not trivial to solve. The solution approach that we describe is similar to the
one we presented earlier in Section 5.1.2.2. This method is not guaranteed to
find an optimal solution to the original problem since it is a marginal analysis
based method. However, it does generate optimal solutions for specific budget
levels, as we will see. When we say optimal levels, we mean optimal given the
approximations we have made for the stationary probability distributions for the
number of units in resupply, as discussed earlier.

We now outline an algorithm for finding the LRU and SRU stock levels. Since
the notation required to state the algorithm is cuambersome, we will provide only
a nonmathematical description. It will be obvious how the method works once
the ideas presented in Section 5.1.2.2. are fully understood. The algorithm con-
structs a sequence of convex trade-off curves, one for each LRU family, and then
combines these curves to generate an exchange curve for the entire system. The
outline of the algorithm for each LRU family is as follows.

For Each LRU Family

Step 1. Construct the trade-off curve for subordinate SRUs

(A) For each SRU in the family
(1) For each SRU depot stock level, construct a trade-off curve for in-
vestment in base stock for the SRU being examined. (This is accom-
plished using a marginal analysis method.) The goal is to select base
SRU stock levels that minimize the expected LRU waiting time for
repairs at the bases.

(i1) Using the results of Step (i), construct a trade-off curve of total ex-
pected LRU wait time at the bases and at the depot for LRUs repaired
at the depot versus the total system stock. This resulting trade-off
curve may not be convex.

(iii) Delete nonconvex points so that the remaining trade-off curve is dis-
cretely convex.

(B) Merge trade-off curves for all SRUs in the LRU family
(i) Using the data obtained from constructing the convex minorant of
the individual SRU performance versus investment curves in Step
1.A.iii, construct the trade-off curve that relates total expected LRU
base and depot waiting times, or delays in average LRU repair cycle
times, to specific levels of total investment in the SRUs, within the
LRU family. This construction is performed using marginal analysis
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and results in a convex trade-off curve. For each of the budget levels
generated in the construction of the trade-off curve there is a corre-
sponding minimum total expected LRU waiting time for the bases
and depot.

Step 2. For each total SRU budget level generated in Step 1.B.i., (which have
corresponding base and depot SRU stock levels)

(A) For all depot LRU stock levels
(i) Compute the mean and variance of the number of LRUs in resupply
for each location using the relationships derived in Section 5.3.2. Us-
ing these values, approximate the distribution of the number of LRU
units in resupply for each location.

(i1) Construct the trade-off curve of total base level LRU expected back-
orders versus total investment. Select the base to which the next unit
of LRU stock should be added using the marginal analysis concept.
Given the values of the SRU and depot LRU stock levels, the re-
sulting total base level LRU expected backorder curve is a convex
function and will be found using this marginal analysis approach.

(iii) The construction in Step (ii) yields a set of total budget versus total
base level LRU expected backorders given the depot LRU stock and
the total SRU budget level.

(B) For the given SRU budget level, construct a convex trade-off curve of
total investment versus expected LRU base level backorders
(i) Using the budget/performance pairs generated in Step 2.A.iii., con-
struct a combined trade-off curve considering all depot stock levels.
The resulting total expected base LRU backorders versus the budget
relationship need not be convex.

(ii) Delete pairs so that the resulting trade-off curve is discretely convex.
This yields a set of total budget versus total base level LRU expected
backorders, given the total SRU budget level.

Step 3. Construct the trade-off curve of total investment versus expected LRU
base level backorders.

(i) Using the budget/performance pairs generated in Step 2.B (ii), construct
a combined trade-off curve considering all SRU budget levels. The result-
ing total expected base LRU backorders versus total budget relationship
need not be convex.

(ii) Delete pairs so that the resulting trade-off curve is discretely convex.

The preceding greedy algorithm produces a trade-off curve for a single LRU
family. That is, the resulting discretely convex curve indicates the total expected
base level backorders that correspond to particular total investment levels in the
LRU and its subordinate SRUs. Once these convex functions are constructed for
each LRU family, we then combine them to generate a solution to the original
problem. This final trade-off curve can be found using the individual trade-off
curves using a simple greedy algorithm since each LRU family trade-off curve
is convex. Thus, for each budget level that results from applying the marginal
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analysis based greedy algorithm we obtain the minimum achievable expected total
base level backorders. We also obtain the base and depot LRU and SRU stock
levels that correspond to each budget.

5.4 Problem Set, Chapter 5

5.1. Suppose we have a two-echelon base-depot system as discussed in Sec-
tion 5.1.1. The demand process at each of 10 bases is a Poisson process, where
each base has a demand rate of .5 units per day. Suppose the average depot to base
order and ship time is either 1, 5 or 10 days. Further assume the average depot re-
supply time is either 15 or 30 days. All failed parts at the bases are repaired at the
depot.

(a) Plot 8(s;p) for each base.

(b) Compute the average base resupply time as a function of s;o for each depot to
base order and ship time and each average depot resupply time combination.
How important a factor is the depot stock level in each case?

(c) Suppose the demand at each base is described by a Negative Binomial dis-
tribution with an average of .5 units per day at each base. Suppose that the
variance to mean ratio is identical at all bases, and is equal to either 1.01, 2, 5
or 10. Assuming demands are independent among the bases, what is the dis-
tribution of depot demand? Repeat the tasks indicated in (a) and (b) for these
cases. How do the values compare with those computed initially?

5.2. Suppose we are managing the two-echelon system discussed in Section 5.1.1.
Demands at each of 10 bases for an item occur according to a Poisson process with
a rate of .5 units per day. The average depot to base resupply time, A;;, for the
item is 5 days for all 10 bases, and the average depot resupply time, D, is 30 days.
Suppose the fraction of the failures that arise at each of the bases that are repaired
at the bases is either .25, .5 or .75. Further assume the average base repair time
for the item is 2 days.

Compute the mean and variance of the number of units in resupply for a base
for each case for a range of values of the depot stock level. How does the variance
to mean ratio change as the fraction of units repaired at the depot increases when
the depot stock is equal to [AgD |, where A¢ is the average depot daily demand
rate?

5.3. In Section 5.1.2.1 we derived expressions for the mean and variance for the
number of units in resupply for a LRU at a base. The analysis was based on the
assumption that the demand process is a Poisson process. Suppose that the de-
mand process is Negative Binomially distributed rather than Poisson distributed.
Construct new equations for the mean and variance of the number of units in re-
supply for LRU at a base. Carefully state your assumptions as you develop these
expressions.



5.4 Problem Set, Chapter 5 107

N Depot Repair P Depot Stock -
{ A \\I
Di E Aij Ai
\\\ ’;
B ; F 4
Aircraft < Base Supply

Fig. 5.6. Depot/Base Repair Part Flow

5.4. Assume there are three items whose stock levels need to be determined in the
two-echelon system depicted in the figure below.

Removals of item i at base j occur according to a Poisson process at rate A;;
units per day. When a removal occurs at a base, three events take place simulta-
neously and instantaneously. First, a unit of stock is withdrawn from base stock
(if a unit is available); second, the failed unit is sent to the depot where it will be
repaired; and third, the depot resupplies the base (if a unit is on-hand). When units
of stock are not available, backorders occur. If there is a backorder at a base, then
an aircraft is grounded. If a backorder occurs at the depot, then there is a delay in
resupplying the requesting base.

The depot repair cycle time for all bases for part type i is denoted by D;,
measured in days. The order and shipping time from the depot to each base is
A; days for item i. There are 10 bases in the system, numbered 1 through 10.
The flying activity at bases 1 through 5 is the same and hence A;; = ... = A;5
for all i. Bases 6 through 8 have identical removal rates for all items, that is,
Ai6 = Aj7 = A;g. Finally, bases 9 and 10 have identical removal rates for each of
the three items, ;9 = X;19. The data in the following table indicate the removal
rates, depot repair cycle times and unit costs for the three items. The value of A;
is two days for all three items for all bases.

Item Base Removal Rate Unit Costs |Depot Repair

Base 1-5Base 6-8Base 9-10((1000s of $)| Cycle Times
1 1 0.5 0.25 3 10
2 1.5 0.75 0.375 4 8
3 0.5 0.25 0.125 5 10

Construct the convex function representing the relationship between minimum
total expected base backorders and total system stock for the three items, that is,
construct the functions & (s;).

Once these three functions have been created, construct the convex function
that represents the relationships between minimum total base backorders (across
items) and investment in stock for these three items.

What would the impact be if the values of D; and A; were reduced or in-
creased by a factor of 50%?
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5.5. Resolve Problem 4 using a Lagrangian relaxation algorithm.

5.6. In Section 5.3 we discussed a multi-indenture system consisting of LRUSs
and subordinate SRUs. In the analysis we defined X; to be the random variable
describing the number of LRUs in resupply at base j. Verify the expressions given
in Section 5.3.2 for the E[X¢;] and the Var[Xo;].

5.7. We outlined an algorithm for computing both depot and base stock levels
for an LRU and SRU in Section 5.3.3. State this algorithm precisely by using
mathematical notation.

5.8. The algorithm described in Section 5.3.3 that can be employed to find depot
and base stock levels for each LRU and SRU is a marginal analysis method. For
the same environment, develop a Lagrangian based algorithm for computing these
stock levels.
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A Continuous Time, Multi-Echelon, Multi-Item
System with Time-Based Service Level Constraints

We now examine a different environment that exists in practice for a wide variety
of products. In these situations, suppliers and customers often establish service
agreements that apply to a product (or group of products) that the customer has
purchased from the supplier. These agreements extend over a period of months
or years and normally specify the type of service that will be provided, as well
as the timing with which the service will take place. The details of these service
agreements vary in nature, often involving specific time-based guarantees, and
often covering multiple pieces of equipment across multiple customer locations.
The increasing complexity of these agreements has led to a new set of challenges
with which managers must contend. Specifically, setting system stock levels and
positioning individual item types to satisfy these service guarantees at minimum
investment is exceptionally difficult.

Suppliers must recognize that the customer’s concern is the maintenance of
the product, not the maintenance of the individual component items. By under-
standing the customer’s service level requirements in terms of the product, as
well as the timing with which the customer is willing to receive service, suppli-
ers of service parts can achieve considerable savings in inventory investment and
operational overhead.

In this chapter we consider a multi-item, multi-echelon distribution system in
which general service level requirements have been established between the sup-
plier and its customers. We assume that locations at the lowest level, or echelon,
of the distribution network experience demand for parts on a continual basis. As
in the other situations we have studied, the topology of the system is such that
each location on a particular level is replenished from a unique location at the
next-higher level over a constant transport lead time. The location at the top level
is replenished via a process that has a known and constant lead time. Demands
that cannot be fulfilled immediately are backordered. The objective is to construct
a tactical planning model to establish target inventory levels for each item type at
each location so that all service level requirements stipulated by the agreements
are satisfied while minimizing the total system inventory investment.
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The model we present captures a rich and realistic class of service level con-
straints that allow target service levels to be specified across multiple item types
and multiple locations, in any combination. The models we have discussed and
most of the models presented in the literature have equated “service level” with
“item fill rate.” However, single item fill rates or backorder rates may not reflect
the service levels with which the customer is concerned. The model presented in
this chapter views service agreements from the customer’s perspective, and not
the supplier’s.

The time-based service level constraints reflect the contractual agreements
made by the supplier for various items and locations. For instance, for a criti-
cal item at a particular customer location, we can specify the desired fill rate to
be 90% instantaneously, 95% within 8 hours, and 98% within 2 days. In keep-
ing with practice, our model represents time-based service levels in which the
required service times coincide with the transportation times from replenishment
sites within the distribution network.

To model these time-based fill rates, we provide an exact characterization of
what we call channel fill rates. In our distribution network, each demand is re-
plenished via a unique path from the top level location in the network. For each
intermediate location along the replenishment path from the top location to the
base, we define the associated channel fill rate to be the probability that an arriv-
ing order for the item at the base can be fulfilled within the transportation time
along the replenishment path from that location to the base. By allowing for these
time-based service level constraints in our framework, we capture response time
requirements that are an integral part of many real customer service agreements.

We develop an optimization procedure to minimize overall system inventory
investment while meeting all service level requirements. Note that the general na-
ture of the service level constraints makes this system-wide optimization problem
considerably more difficult than the ones we have discussed in earlier chapters, as
this problem may not be separable by item or by location.

The remainder of this chapter is organized as follows. We begin by describing
our modeling framework in detail and formulate the optimization problem. We
then derive exact expressions for the channel fill rates that are key to analyzing
overall service level fulfillment. Finally, we describe an iterative approximation
scheme for solving a common class of problems.

The contents of this chapter follow Caggiano, Muckstadt, Jackson and Rap-
pold [37].

6.1 The Model

Here, we state the assumptions upon which our model is based and illustrate the
types of service level requirements that can be represented within the modeling
framework. We also define the notation and present a mathematical programming
formulation of the problem.
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Fig. 6.1. Example item distribution network

6.1.1 Modeling Assumptions

For our purposes, the multi-item, multi-echelon distribution system has the fol-
lowing properties:

1.

The distribution system is the composition of its item distribution networks.
Each item distribution network has a tree-like structure, where each location
in the network is replenished from a unique parent location at the next-higher
level. The sole location at the top level of an item network is replenished via
a process that has a known and constant lead time. See Figure 6.1.

. Demand for a particular item occurs only at the lowest echelon of its item

network. We refer to locations in the lowest echelon as bases. We assume this
without loss of generality, since dummy locations and arcs with negligible
lead times can be added to achieve this structure. In the same manner, we
assume that all bases are on the same level in the item distribution network.

. The demand processes for all items at all bases are mutually independent

Poisson processes with known demand rates. Thus, demands arise for one
unit of an item at a time.

. All items are replenished on a one-for-one basis at all locations.
. Transportation times for each item between adjacent network locations are

known and constant.

. Orders that cannot be fulfilled immediately are backordered.
. Orders are filled at all locations on a first-come, first-serve basis.
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For notational convenience only, we assume that all items share a common
distribution network, which will alleviate the need to define a separate network
structure for each item.

6.1.2 Service Level Requirements

We will illustrate the types of service level requirements that may be represented
in our modelling framework with an example.

Suppose a regional supplier of office equipment has as its main business the
leasing of photocopiers. Included in each lease is a service agreement that stip-
ulates the timing with which equipment breakdowns will be addressed by the
supplier. As part of the lease agreements, the supplier owns and is responsible for
providing any service parts that are needed to repair malfunctioning equipment.

As it happens, most photocopier breakdowns are caused by worn or overused
parts. Many of these parts, such as toner cartridges, document feed rollers, xero-
graphic modules, and staples, can be swapped-out quickly and easily, without the
aid of a trained technician. When a breakdown occurs and the needed parts are
stocked and available at the customer location, then repair can commence imme-
diately. If the needed parts are not available at the customer location, they must
be obtained from a regional warehouse. Parts can be transported from the ware-
house to any customer location within 24 hours. Hence, as long as the needed
parts are available either at the customer location or at the warehouse (or are
en-route) at the time a breakdown occurs, the repair can be completed within a
24-hour time window. Accordingly, the standard service agreement offered by the
supplier is based upon a 24-hour window. Specifically, the agreement stipulates
that all copier breakdowns will be investigated by a service technician within 24
hours, and that 95% of all copier breakdowns will be fixed within the same period.

Many customers find that the standard service agreement is sufficient to meet
their needs. Some customers, however, depend heavily on the photocopiers and
cannot afford to have their operations disrupted for up to 24 hours on a regular
basis. For this type of customer, the supplier typically agrees to stock some parts at
the customer site so that a portion of the customer’s breakdowns can be remedied
immediately. Recall that the supplier, not the customer, owns and is responsible
for providing the service parts. Each time a customer uses a part from their on-
site supply to fix a breakdown, a replacement order is placed immediately with
the warehouse. Once the order is filled at the warehouse, the replacement part will
be delivered to the customer site within 24 hours.

There are clearly tradeoffs for the supplier in agreeing to accommodate the
second type of customer. On one hand, stocking parts on-site for a customer will
keep the customer satisfied and will result in fewer service calls that require a tech-
nician to be dispatched to that customer site. Also, if the majority of breakdowns
require only inexpensive items for repair, notable improvements in customer ser-
vice may be achieved with relatively little investment. On the other hand, parts
that are stocked at the customer site are not available to service other customer
demands. Depending on the demand patterns and costs of items and the extent to
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which customers require instantaneous service, this could mean a huge investment
in service parts inventory in order to honor all service commitments.

Suppose we have two offices, a and b, that lease photocopiers from the sup-
plier. These offices receive service parts from the supplier’s regional warehouse,
denoted by r. In office a, the leased copier is lightly used, and breakdowns are
infrequent. Furthermore, when the copier does break down, alternative means of
photocopying are readily available on a temporary basis. Hence, while office a
certainly has no objection to having parts stocked on-site, the 24-hour service
agreement stipulated in the lease is sufficient to meet its needs. When stock is not
on-hand at a, then inventory stocked at r is used to achieve the desired service
level stipulated in the contract.

In office b, however, the leased copier is heavily used, and breakdowns are
more frequent. While a potential 24-hour delay is tolerable once in a great while,
frequent delays of this length would be too disruptive to the operation of the of-
fice. Thus, in addition to the 24-hour service agreement stipulated in the lease, the
supplier has agreed to place enough stock at office b so that 90% of office b’s pho-
tocopier breakdowns can be repaired immediately. Note that this is very different
from agreeing to stock the office so that each photocopier part is immediately
available for 90% of all breakdowns in which the item is required.

For purposes of describing the service level constraints associated with the
two offices, we will use the following notation: Let

I denote the set of photocopier component items, indexed by i.

Mg denote the rate at which office a experiences copier breakdowns, and let A;,
denote the rate at which ofﬁce a experiences copier breakdowns that require
item i for repair. The ratio % then represents the fraction of breakdowns at
office a that require item i for repair. Define A, and A;p, similarly.

siq and s;;, denote the stock levels for item i at locations a and b, respectively.
Let s;, denote the stock level for item i at the regional warehouse r.

fl%l denote the probability that a breakdown at location a requiring item i can
be fixed immediately. That is, f; a is the probability that item i is available
on-site at location a when it is needed. The superscript “2” refers to the level
of the (two-level) network with which the fill rate is associated. Define f; b
similarly.

fia ! denote the probability that a breakdown at location a requiring item i can
be filled within 24 hours. That is, f is the probability that item i is either
available on-site at location a, or it is available at the regional warehouse, or
it is en route from the warehouse to location a when it is needed. Define f,i
similarly.

The probabilities fl%l and flz are called channel fill rates for item i at location
a, and are used as building blocks in constructing service level constraints. Both
of these fill rates are functions of the stock levels s;, and s;,, although the impact



114 6 A Continuous Time, Multi-Echelon, Multi-Item System

of s;» on the instantaneous fill rate f,%; is very different from its impact on the
24-hour fill rate f,}. We will explain this difference shortly.

To demonstrate the different types of service level constraints that may arise
under different operating conditions, we present three scenarios.

6.1.2.1 Scenario 1

In Scenario 1, offices a and b each have their own lease and service agreement
with the supplier, and the stock placed on-site at either of the office locations
cannot be shared by the other. Thus, from a distribution viewpoint, offices @ and
b are distinct stocking locations. The service level requirements for offices a and
b under Scenario 1 are depicted in Figure 6.2, and the corresponding constraints

are given in 6.1- 6.3.

Must have 95% service level
within 24 hours at a.

Must have 95% service level
within 24 hours at b.

Must have 90% service
b level immediately at b.

Fig. 6.2. Service Level Requirements for Scenario 1

Constraints 6.1 and 6.2 represent the 24-hour service level guarantees stipulated in
the service agreements for offices a and b, respectively. Constraint 6.3 represents
the instantaneous service level requirement of office b.

A‘4
Z =2 fit(Sia, sir) = .95

(6.1)
iel ra

Aib 1
> 2 f i sir) = 95 6.2)
— A\
iel

)\'.
> £2 (sibe si) = .90 6.3)
iel )\b

Note that increasing the stock level s;, contributes only to the satisfaction of
constraint 6.1, and that increasing s;; contributes to the satisfaction of 6.2 and 6.3,
but not 6.1. This agrees with our intuition, since any stock placed at one of the
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office locations cannot be used to service the other, and hence raising the stock
level at one office site should not have any impact on the other office’s service.

By contrast, an increase in s;,, the replenishment stock level at the warehouse,
contributes to the satisfaction of all three constraints since the fill rates flb fl%}
and fl% all depend upon s;,. The dependency, however, is different for fl%, than it
is for l.la and fl}9 l%) depends in part on the timeliness with which replenishment
orders placed by b (to the regional warehouse) are filled, and this timeliness is
fundamentally a function of s;,.. Also, s; only affects fl%, through its impact on
the replenishment lead time. Hence, while it is possible (if s;, > 0) to increase
the instantaneous fill rate fﬁ, by raising the warehouse stock level s;,, there is a
limit to the increase that can be achieved by this method. Beyond this limit, the
only way to increase fl%, is to increase the local stock level s;j. For the 24-hour fill
rates l.la and ii, there is no such limitation. That is, for any € > 0, it is always
possible to achieve flla > 1 — € (and/or fli > 1 — €) by raising the stock level s;,
high enough.

6.1.2.2 Scenario 2

In Scenario 2, offices a and b each have their own lease and service agreement
with the supplier, but stock placed on-site at either office location can be shared.
That is, from a distribution viewpoint, there is a single stocking location from
which offices a and b draw needed parts. The service level requirements for of-
fices a and b under Scenario 2 are depicted in Figure 6.3. In the corresponding
constraints 6.4-6.6, ab is used to denote the common stocking location for offices
a and b.

Must have 95% service level Must have 95% service level
within 24 hours at a. within 24 hours at b.

Must have 90% service
level immediately at b.

Fig. 6.3. Service Level Requirements for Scenario 2
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Z@f (7, Sir) = .95 (6.4)
— Aa iab Viab’ Pir :
1€

Z’\ifL(s—s-p 95 (6.5)
2y, iab Siab: Sir) = - :
1S

Z,H 25 iap Sir) = .90 (6.6)
1S

Note that the fill rates and stock levels are indexed by item and stocking loca-
tion, not item and customer location. In this case, increasing the stock level s,
contributes to the satisfaction of all three constraints, as we would expect. At first
glance, one might think that the common stocking location makes the constraints
in this scenario a relaxed version of the constraints in Scenario 1. That is, one
might suppose that any stock levels that satisfy 6.1-6.3 would also satisfy 6.4-6.6
if we make the substitution s, = s;4 + sip. In fact, this is not the case for any of
the constraints. This is most easily seen for constraint 6.6.

In Scenario 2, office @ will draw stock from location ab to fix its breakdowns
(provided the stock is available), even though it has no instantaneous service level
requirement. The presence of the common stocking location makes the instanta-
neous fill rate f a function of both A;, and X;;. As a consequence, the satisfac-
tion of constraint 6.6 depends upon the item demand rates at office a, even though
the instantaneous service level requirement exists at office b only. To satisfy 6.6,
enough stock must be held at location ab to make the fill rates f i ,i €1, suf-
ficiently high. A high demand rate 1;, (relative to A;») means that s;-; may have
to be significantly higher than Scenario 1’s s;; in order for the fill rate ff?b to be

as high as Scenario 1’s flzb We are assuming, of course, that a demand is always
satisfied if there is stock on-hand when it arises. In practice, it is possible to with-
hold stock from a when the stock on-hand at location ab is too low; however, we
assume that this type of rationing does not occur.

This scenario highlights the fact that strategic decisions, such as the place-
ment of stocking locations and rationing rules, can greatly affect the types of ser-
vice agreements that can be satisfied by a supplier in a cost-effective manner. We
have just seen that promising a high level of service to a low-demand customer
that draws stock from a high-demand stocking location can be costly. Since sup-
pliers cannot always avoid such situations, it is important to establish operating
policies that are designed to help achieve the promised customer service levels.
For instance, careful prioritization of customer orders and replenishment orders,
as opposed to a simple first-come-first-served scheme, can improve system per-
formance. As stated, we do not address these issues here.

6.1.2.3 Scenario 3

In Scenario 3, offices a and b share a common lease and service agreement with
the supplier, so the 95% service level applies to the two offices together, not sep-
arately. However, stock placed on-site at either of the office locations cannot be
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shared. (One may imagine two offices that are not physically close to one another,
but are owned and managed jointly.) The service level requirements for offices
a and b under Scenario 3 are depicted in Figure 6.4, and the corresponding con-
straints are given by 6.7 and 6.8.

Must have 95% service level
within 24 hours at aand b
combined.

Must have 90% service
level immediately at b.

Fig. 6.4. Service Level Requirements for Scenario 3

Z (—)\-ia f’l (Sia» Sir) + Lf’i(sib’ Sir)) =95 6.7)
=\ (ha +2p) " (ha +2p) ™ B

Aib
Z Efib(sib, sir) > .90 (6.8)

iel

Unlike Scenario 2, the constraints of Scenario 3 truly are a relaxed version
of the constraints in Scenario 1. Upon inspection, it is easy to see that any stock
levels that satisfy 6.1-6.3 will also satisfy 6.7 and 6.8. The common service agree-
ment provides the supplier more flexibility than Scenario 1 in fulfilling the service
level requirements.

The preceding scenarios illustrate the types of time-based constraints that
may be considered within the modeling framework presented subsequently in this
chapter.

6.1.3 Notation and Problem Statement

For the remainder of this chapter, we will use the following notation:
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Distribution Network Parameters

I the set of items, indexed by i.
J the set of locations, indexed by ;.

JV the set of locations at level v, v = 1,2 ,N. U _J? = J, and
JUP NI =0, v # vy.

P; the set of locations in the unique path from base j € J N to the top level
location in the distribution network, inclusive. This is called the channel
associated with location j.

P;(v) the unique location in the channel P; at level v.
p(j) the parent location of location j in the distribution network, j ¢ J'.

A;j the transportation time for item 7 from location p(;j) to location j.

T;; the expected replenishment lead time for item i from location p(j) to lo-
cation j. T;; > A;j.

¢; the unit investment cost of item i.

Service Level Requirement and Demand Parameters

K the set of service level constraints, indexed by k.
F;, the established service level of service level constraint k. For all k € K,
F, <1.
Aij the rate at which orders for item i arrive at location j.
Aijk the rate at which orders for item i that are associated with service level con-
straint k arrive at location j.
Ak the total rate at which orders for service parts associated with service level
constraint k are placed. That is, A = Zie],jel” Aijk-
w;j the fraction of orders for service parts associated with service level constraint
k that are for item 7 at location j. w;jx = Ajjx/Ak.
v;jk the level of the distribution network with which service level constraint & is
concerned for item i at location j € JV. v, ik €{1,2,..., N}
wy; {1 the relative weight of channel fill rate f Y in service level constraint k. That
is, w ik = Wijk for v = v;jx, and w = 00therw1se

Stock Levels and Fill Rates

sij the stock level of item 7 at location j.
s¥ the vector of stock levels of all items i € [ at all network locations
jeJv.
s; the vector of stock levels of item i at all network locations.
s the vector of stock levels of item i at all network locations j € J*.
sip; the vector of stock levels of item i at the locations in the channel P;.
fl'j’ (sip;) the probability that an incoming order for item i at location j € J N can
be filled within the transportation time from location P;(v).

Given the defined notation, we state the Service Level Satisfaction problem, or
(SLS) as:
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(SLS) minimize ) > cisij 6.9)
iel jeJ
subject to
N
ZZ Z wy £ (sie) = F Yk € K, (6.10)

v=1iel jeJN
sij > O and integer Vi e l,j e J. (6.11)

There are two sources of complexity in these service level constraints. The
first is that each fill rate function fl'j may appear in multiple service level con-
straints in combination with other fill rate functions, so the constraint set may
not be separable by item or by location. Most practical problem instances, how-
ever, will have constraint sets that are separable by network level. That is, most
instances will be such that each constraint k € K is concerned with channel fill
rates fl’]’ at one and only one network level v (i.e., v;jx is the same for all items i
and all bases j with which constraint k is concerned). For such instances, we can
rewrite constraints (6.10) as:

Z Z wiji f(sie) = Fr Yke K',v=1,....N, (6.12)

iel je]N

where the sets KV, v =1, ..., N, partition the constraint set K by network level.

The second source of complexity is the fill rate functions themselves. For a
given item i and a given base j € J N each channel fill rate flﬁ, v=1,...,N,
depends in a highly nonlinear way on the N stock levels in the channel P;, as was
the case in earlier chapters.

6.2 Channel Fill Rate Functions

For ease of exposition, we focus on deriving channel fill rates in a three-level sys-
tem, although the analysis extends easily to systems with more than three levels.

Consider a particular item i in the channel composed of locations 1, 2, and 3
in the distribution network, as shown in Figure 6.5. Location 3 is the demand lo-
cation, or base, for which we explicitly derive the probability expressions for the
channel fill rates. Let location a represent all locations that are replenished by lo-
cation 1 except for location 2, and let location b represent all locations replenished
by location 2 except for location 3.

For notational clarity, we will suppress the item subscript i on all variables and
parameters. The following variable definitions will be helpful in our discussion:

Y; the number of units on order at location j, j = 1,2, 3,4, b.

N; the number of units backordered at location j, that is, N; = [¥; — s;
j=1,2,3,a,b.

E; the number of units en route from location p(j) to location j, j =2, 3, a, b.

]+

[l
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A
f!; = fill rate at location 3 !
within time A, + A,. N
— \ Cl Level 1
{ Level 2
f2, = fill rate at location 3 Vo
within time A;.

) Level 3

3, = immediate fill rate at
location 3.

| New ]I)emand |

Fig. 6.5. Item distribution network

Z ; the number of units on order at location j that are still backordered at location
p(j),thatis, Z; = (Y; — E}), j =2, 3, a, b. This also represents the number

of units currently on order at location j that will not arrive at location j within

A units of time.

Our primary goal in this section is to derive exact expressions for the channel
fill rates at location 3 in terms of the probability distributions of Y1, Y>, and Y3.
Although the distributions of Y> and Y3 are difficult to characterize exactly, for
given stock levels (s1, 52, s3) and transportation times (A1, Az, A3z), the means
and variances of these two distributions can be easily approximated using ideas
from Chapter 5. In Section 6.2.5, we review our method for approximating these
distributions, and we validate our approximations by comparing our analytically-
computed fill rates based on these distributions with those obtained from simula-
tion experiments. Together, the channel fill rate expressions and the distribution
approximation method yield a mechanism for evaluating the service level con-

straints (6.12) presented in the previous section.

6.2.1 The Channel Fill Rate f; (s3, 52, 51)

We begin with f33 (s3, 82, 51), since this is the simplest case. In the context of our

network, f33 (s3, 52, 51) is the probability that an incoming order (for item i) at
location 3 can be filled immediately. An instantaneous fill can occur if and only
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if there is stock on-hand at location 3 when the order arrives. Since a one-for-
one replenishment policy is followed in the network, this is equivalent to having
strictly less than s3 units on order at location 3 at the time the new order arrives.
Hence,

£ (53, 82, 51) = Pr[¥3 < s3]. (6.13)

When s3 = 0, the instantaneous fill rate is also 0, as we would expect.

Although we have not made any explicit statements yet about the distribution
of Y3, we can easily derive an upper bound for f33. Note that the distribution of
Y3 depends only on the demand process at location 3 and the order replenishment
lead time at location 3. That is, Y3 is a function of s,, and si, but not s3. For
finite values of s», it is clear that the distribution function of Y3 is monotonically
increasing in s». When s, = oo, the replenishment lead time for location 3 is
exactly the transportation time A3. In this case, Y3 is a Poisson distributed random
variable with mean A3 A3. Hence, for any values of s, and s;, we have that

N (aAg)tehahs

PiYs <s31< )

x=0

(6.14)

x!

Hence, there is a limit to the impact that increasing s, can have on f33’. Indeed,
increasing s, will tend to drive the distribution of Y3 towards a Poisson distribution
with mean A3 A3, but this is the extent of its impact on f33. In general, Y3 will have
a distribution with mean 2373 = 2343 + 2 E[Na], where T3 = A3 + £
denotes the expected replenishment lead time, as we discussed in Chapter 5.

6.2.2 The Channel Fill Rate f7(s3, 52, 51)

Next, let us determine the probability that an incoming order at location 3 can be
filled within time Az, the transportation time from location 2 to location 3. We
will consider two cases: s3 = 0 and s3 > 0.

When s3 = 0, all orders arriving at location 3 effectively are filled from stock
at location 2. That is, each order that arrives at location 3 waits at least A3 units
of time until it is filled, since there is never any stock on-hand at location 3, and
any units en-route from location 2 to location 3 at the time an order arrives are
already claimed by existing backorders at location 3. Hence, a new order arriving
at location 3 will be filled within A3 units of time if and only if there is stock
on-hand at location 2 when the order arrives. That is,

f32(S3, 52, S]) = PI‘[YQ < SQ], ifS3 =0. (6.15)

Observe that this fill rate will be 0 when s, = 53 = 0.

Now consider the case where s3 > 0. Recall that Z3 represents the number of
units currently on order at location 3 that will not arrive at location 3 within A3
units of time. Hence, a newly arriving order to location 3 will be filled within A3
units of time if and only if Z3 < s3. That is,
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fi(s3, 82, 81) = Pr{Z3 < s3] ,if 53 > O. (6.16)

The above expression is not in a usable form, however, since Z3 is a function
of Y3 and E3. In order to complete the analysis, we will consider N», the number
of units backordered at location 2. Each of the N, backordered units is owed to
either location 3 or location b. Since location 2 is the unique supplier to locations
3 and b, and since no other locations place orders with location 2, we have that

Ny = (Y3 — E3) + (Y» — Ep) = Z3 + Z). (6.17)
Rewriting equation (6.16) and conditioning on N, we have that when s3 > 0,

s3—1

fi(s3,50,91) = ) Pr(Z3 = x]
x=0

s3—1 oo

- Z ZPr[z3 = x|N> = y]Pt[N, = y]. (6.18)

x=0 y=x

The lower limit on y in the second summation follows from the fact that N> and
Z3 are both nonnegative random variables, and N> > Z3. Indeed, Z3 is the portion
of N, that is owed to location 3.

As we discussed in earlier chapters, since orders arriving at location 2 are
filled on a first-come-first-serve basis, and since the arrival process to location 2
is a Poisson process with arrival rate A; = A3 + Ap, the conditional probability
Pr[Z; = x|N;] follows a binomial distribution with parameters n = N and
p= i‘—; That is,

22\ ¥ Ja )Y
Pr{Z3 = x|N> = y] = (ﬁ) (i) (1 - i) . (6.19)

Also, note that

R s T
Combining and simplifying, we have that
Pr[Y> < s3], if s3 = 0.
f32(s3’ 52, 81) = Pr[Y, < sp + s3] + 3327:1 ho(s3, x), ifs3 > 0, 6.2
x=0

where
o )\' X )\’ Z—X
o, x) =Y (i) (A—z) <1 - i) Pr{Y, = s34 2] (6.22)

denotes the probability that there are at least u backorders at location 2 and ex-
actly x of these are owed to location 3.
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6.2.3 The Channel Fill Rate f3 (s3, 52, 51)

Finally, we derive the probability that an incoming order at location 3 can be filled
within time A, + A3z, the transportation time from location 1 to location 3. We
will consider three cases: s3 = s» = 0; s3 = 0 and 5o > 0; and s3 > O.

When s3 = sp = 0, all orders arriving at location 3 effectively are filled
from stock at location 1. Since each order that arrives at location 3 waits at least
Aj + A3 units of time until it is filled, a new order arriving at location 3 will be
filled within A, + A3 units of time if and only if there is stock on-hand at location
1 when the order arrives. Hence,

i3, s2.8) =PrlY) < 1], ifsy =5 =0. (6.23)

Recall that a new order arriving at location 3 instantly triggers corresponding
orders to be placed to locations 2 and 1. If s3 = 0 and s, > 0, then a new order
arriving at location 3 will be filled within A> + A3 units of time if and only if the
corresponding order that location 3 places on location 2 is filled by location 2 (i.e.,
sent out to location 3) within A, units of time after the order is placed. Hence, we
need to derive the probability that a newly arriving order to location 2 can be
filled at location 2 within A, units of time after the order is placed. Consider the
previous sentence. If we simply replace the “2”s with “3”’s, this is precisely the
probability we derived for the fill rate f32 (s3, 82, s1) (for the case s3 > 0). Thus,
by a completely parallel argument, we have that f3] (s3,82,81) = Pr[Zy < s7]
when s3 = 0 and s, > 0, or:

sp—1
f31(S3, s2,81) = Pr[Y| < s1 4+ s2] + Z hi(sy,x), ifs3=0,s50 >0, (6.24)

x=0

where

hi(u,x) = Z (i) (i—?) <1 — i:—?) - Pr[Y| =51 + 2] (6.25)

I=u

denotes the probability that there are at least u backorders at location 1 and ex-
actly x of these are owed to location 2.
For the last case, s3 > 0, we define two more variables:

Ni2 - [Z> — s3], the number of units backordered at location 2 that are still
backordered at location 1. This also represents the number of units
currently backordered at location 2 that will not arrive at location 2
within A, units of time.

W; — the number of units on order at location j that are still backordered at
location 2 and at location 1, j = 3, b (i.e., the portion of Nj; that is owed
to location j). This also represents the number of units currently on order
at location j that will not arrive at location j within A, + A units of time.
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Given these definitions, it is clear that N1, = W3+ W),. Also, a new order arriving
at location 3 will be filled within A, + A3 units of time if and only if W3 < s3.
Hence,

(53, 82,51) = Pr[W3 < s3]
=1—Pr[W3 > s3], if s3 > 0. (6.26)
We will analyze this expression by expanding Pr[W3 > s3], which is slightly eas-
ier to characterize when s3 > 0. Note that W3 > s3 > 0 implies that Nj; > O,

which implies that N1 = Z> — s > 0. Rewriting equation (6.26) and condition-
ing on N2, we have that when s3 > 0,

f31(S3,S2,S1) =1- Z Pr[W3 = x]

X=83

(o) o0
=1- % PrW;=x|Nip =y]Pr[Niz = y]

X=s3 y=x

=1-Y > PriWs=x|Nia = y|Pr{Zy = y + £].(6.27)

X=$3 y=x

Following the same line of reasoning that we did for f32 (s3, 52, 51), the condi-
tional probability Pr[W3 = x|Nj;] follows a binomial distribution with parame-
tersn = Njp and p = i—z Also, since N1 = Z, + Z,, we can expand the term
Pr[Z> = y + s2] by conditioning on Nj. As before, the conditional probability
Pr[Z; = y + s2|N1] follows a binomial distribution with parameters n = Ny and
p= % The conditioning will also result in expressions of the form Pr[N| = z]
for values of z > y + sp. However, for z > 0, Pr[N] = z] = Pr[Y] = 51 + z]. We
are left with:

f1 (53, 2, 51)
00 00 X y—x
Y\ (A3 A3
=1—[ < ) (—) (1——) hl(sz—iry,sﬁ—y)}, (6.28)
/;ﬁ ygx X A2 A2
if 53 > 0.
Summarizing the three cases, the exact fill rate expressions are:
f3 (53,52, 51) =
Pr[Y; < s1], ifs3 =5, =0,
sp—1
Pr[Y] < 51 + $2] + Z hi(s2,x), ifs3=0,s >0,
x=0 (6.29)

o0 00 a2 \* R
1—[22(){)@) (1—ﬁ> h1<sz+y,sz+y)],

X=$3 y=x

if s3 > 0,
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o0 )\, X )\’ —X
hGx) =Y C) <ﬁ> (1 - A_T) Pr{Y; = 51 + z].

=u

where

6.2.4 The Channel Fill Rate f,”(sy, Su—15 .+, 51)

Following the same type of argument employed in the previous section, we can
show that in an n-level channel where the locations in the channel are labelled
from 1 to n, with location n representing the demand location, the channel fill

rates at all levels v = 1, ..., n are given by:
fnv(snv A Sl) =
[e%e] Xyp—Sy Xn—1—"Sn—1
- [ S S Y B - s Bl — s
xv:’sv xu+1:Sv+1 xn:Sn

< B(xp—1 — sp—1) PrlY, = xv]:| (6.30)

where
n
Si=)si
j=l

is the total installation stock at and below network level / in the channel P,, and

B(x; —s1) = M=\ (A " 1-— Mt R
Xi41 Al Al

is the binomial probability that exactly x;4 of the (x; — s7) backorders at location
[ are owed to location [ + 1.

6.2.5 The Distributions of Y7, Y, Y3, and Fill Rate Accuracy

Under the assumptions of our problem, it is clear that Y7 has a Poisson distribution
with mean A; Aq. Hence, the fill rate f31 can be computed exactly using (6.29) or
(6.30). The distributions of Y> and Y3, however, are difficult to characterize in
general and must be approximated by some means. (The approximation method,
in turn, will impact the accuracy of the fill rate calculations for f32 and f33. We will
come back to this point shortly.) As we saw in Chapter 3, it is possible to calculate
the mean and variance of Y, for a given stock level, s1, and fixed transportation
times, A; and A,. Specifically:

A
E[Y] = Ay + )\—2E[N1], and (6.31)
1

%) A2 A2 2
Var[Ya2] = MAy+ —= (1 — — ) E[N{]+ | — ) Var[N{]. (6.32)
A A M
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Using these moments, we approximate the distribution of Y, with a negative bi-
nomial (since this distribution also has a variance-to-mean ratio that is greater
than 1). Under this assumption, we compute E[N;] and Var[N;], and then, us-
ing the same relationships given in (6.31) and (6.32), we recursively compute
moments for Y3. While the moment calculations for Y> are exact, those for Y3
are only approximate because of the negative binomial assumption for Y;. For
implementation purposes, we also assume that the distribution of Y3 is negative
binomial.

The validation of the use of negative binomial distributions for ¥> and Y3 in
making fill rate calculations is required. A continuous-time, discrete-event sim-
ulator of the three-echelon system shown in Figure 6.6 was used to estimate the
channel fill rates achieved at location 3. We will compare the simulated channel
fill rates at location 3 with those that were analytically computed using (6.30) with
negative binomial distributions assumed for ¥> and Y3.

sel 14446 iz | fork =012 )

Az
s,e{ L‘L&J*[hm-l,fnrk, =0,1,2] @
Agi;;‘\\“‘ \1.1

5 E{ [A4+ {kaﬂl fork; =0,1,2 }
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Fig. 6.6. Overview of the three-echelon simulated supply chain.

For our purposes, a system scenario is defined by a specific set of location
demand rates, A,, Ap, A3, and a set of location stock levels, 51, 52, and s3. Our test
scenarios capture different absolute and relative mean demand rates at location 3
over the transit lead time, as well as different safety stock placement strategies
within the channel. The values of k1, k>, and k3 correspond to the amounts of
safety stock carried at each of the echelons (in this case, the number of standard
deviations of lead time demand). The transit lead times between the echelons,
A1, Az, and A3z, are fixed to values of 5, 2, and 1, respectively. A full factorial
experiment was run using the parameter values shown in Figure 6.6, for a total
of 324 different system scenarios. The computed immediate fill rates (other than
0%) ranged from 22.49% to 99.53%; the computed fill rates within A3 ranged
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from 25.40% to 100.00%; and the computed fill rates within A, 4+ A3z ranged
from 82.62% to 100.00%. For each scenario, fifty independent replications, plus
their antithetic streams, were simulated for time durations equivalent to 20,000
demand events at location 3. This was done in order to equate the number of
demand observations across the different scenarios for the fill rate estimates.

Table 6.1. The overall average and standard deviation of channel fill rate errors.

Channel Fill Rate  Average Error (+ Standard Deviation)

Fill Rate within Ay + A3 —0.004% (£ 0.043%)
Fill Rate within A3 —0.026% (£ 0.227%)
Immediate Fill Rate —0.044% (£ 0.274%)

The average absolute error for each channel fill rate across all scenarios is
listed in Table 6.1, along with its standard deviation. Since the computed chan-
nel fill rate at the highest echelon is exact (i.e., the fill rate within A, 4+ A3), we
expect to see extremely low deviations here. The magnitude of the average er-
ror increases at the second echelon and is highest at the third echelon (i.e., for
the immediate fill rate), supporting the conjecture that the estimation error result-
ing from using negative binomial approximations compounds as the number of
echelons increases; however, the approximations are still very accurate.

We note that there were several test scenarios in which no stock was held at
location 3 (i.e, s3 = 0), resulting in computed and simulated immediate fill rates
of 0% for these scenarios, with 0% error. These scenarios are included in the aver-
age error statistic for the immediate fill rate shown in Table 6.1. When we exclude
these scenarios and consider only those in which s3 > 1, the immediate fill rate
error averaged —0.057% and ranged between —1.073% and 0.558%. There were
no test scenarios in which s, = 0 or s; = 0.

For each scenario, the average absolute errors for the immediate fill rate and
the fill rate within A3 are shown in Table 6.2. The largest errors were observed
for scenarios in which there was little or no safety stock at locations 1 and 2. This
makes sense, since decreasing the amount of safety stock at location 1 raises the
variance of Y, and decreasing the amount of safety stock at location 2 raises the
variance of Y3.

From a practical standpoint, the errors we observed in this simulation study
were extremely small. We conclude that the negative binomial approximation
method described is appropriate for our model, as it is not likely to materially
affect the quality or the feasibility of a solution resulting from an optimization
routine using it.

We close this section by making two important observations. First, from
(6.13), (6.21), and (6.29), it is clear that in a 3-level system, all of the channel
fill rates ( f33, f32, and f31) can be made arbitrarily close to 100% by raising the
base stock level s3, regardless of the stock levels s, and s1. The implication for
problem SLS is that a feasible solution can always be found by adjusting the stock
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Table 6.2. Average absolute error between the computed and simulated fill rates

level vector s3, regardless of the vectors s> and s!. Generalizing this concept to
an n-level network where the constraint set K is separable by level, the channel
fill rates f,, f; - fnl, can be made arbitrarily close to 100% by raising the
stock level s,. Thus, we can always find a solution to SLS that satisfies the service
level constraints K' U K% U --- U K by adjusting the stock level vector s", re-
gardless of the vectors s sl (When v = n, this means that all constraints
will be satisfied.)

Second, recall that when the stock levels s; and s, are fixed to values that are
at least |[A1A(] and |A,7>], respectively, the channel fill rates given by (6.13),
(6.21), and (6.29) are concave functions in s3 for s3 > [A373]. (Note that 7> is a
function of s7, and T3 is a function of s; and s7, so the stock level combinations
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must be chosen carefully in order for this concavity property to hold.) Our solution
approach, which we describe next, makes use of both of these facts.

6.3 Solution Approach

Now that we have defined the channel fill rate functions, let us turn our attention
to solving the optimization problem SLS. It is clear that SLS cannot be solved
to optimality easily for realistically-sized problem instances due to the fact that
the fill rate functions are not jointly concave in their arguments. Even if we had a
very restricted set of candidate stock levels for each item at each location in the
network, exhaustive enumeration would be virtually impossible, even in a modest-
sized network. Hence, we focus our attention on developing a practical heuristic
approach. The algorithm we describe here is a column generation procedure that
finds stock level vectors for each item type that collectively give a near-optimal
solution to SLS.

We give an overview of the column generation procedure in Section 6.3.1 and
define additional notation that will be useful in our explication. In Section 6.3.2,
we define the master problem that will be augmented and re-solved in each itera-
tion of the procedure. In Section 6.3.3, we describe three potential column gener-
ation techniques, any one of which can be used to generate a new set of columns
within an iteration of the procedure. Next, we discuss methods for generating an
initial set of columns to seed the procedure.

6.3.1 Procedure Overview

The idea behind column generation is to repeatedly solve a master problem, a
restricted version of the overall problem that is relatively easy to solve. The master
problem is restricted in the sense that it only considers a subset of the feasible
solution space (i.e, the subset spanned by its columns). Adding columns to the
master problem is equivalent to expanding the subset of the solution space that is
considered. If the optimal solution to the overall problem lies within the space of
solutions covered by the master problem, then solving the master problem solves
the overall problem. A typical column generation procedure begins with an initial
set of columns, solves the master problem associated with this set of columns,
and then uses this solution to generate one or more new columns. The process
is repeated until the master problem produces a satisfactory solution, or until the
solution to the master problem does not change (i.e., the most-recently added
columns are of no benefit). The latter may indicate that an optimal solution has
been found, depending on the formulation of the master problem and the column
generation technique employed. Specifically, the algorithm will terminate with
an optimal solution if the column generation technique, by its construction, is
guaranteed to find an improving column if one exists.

The fundamental elements of our column generation procedure are a collec-
tion of stock level vectors I'; for each item i € I, where each vector y; € T
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contains a candidate stock level entry s;; for each location j € J. Associated with
each stock level vector y; is a cost element, c,,, and a contribution column, 8,,.
The term c,, represents the total cost associated with the vector y;; that is, the
unit cost ¢; multiplied by the sum of the stock level entries in the vector y;. The
column B,, has entries representing the contribution that y; makes to the fulfill-
ment of each service level constraint k € K. Specifically, the entry of B, that
corresponds to service constraint k, denoted by [B,, I« is given by:

N
Bylk =Y > why fl(siey).

v=1 jeJN

where the channel stock level vectors Sip; are determined by y;. B; will be used to
denote the set of all contribution columns 8,, foritem i.

In our procedure, the master problem is a linear programming approximation
to SLS. The formulation is based on the existing stock level vector sets I';, i € I,
the corresponding costs ¢y, y; € I';, i € I, and the corresponding contribution
column sets B;,i € I. We use the solution to the master problem to generate |/ |
new stock level vectors y;, one for each item i € I (each having an associated cost
¢y, and a contribution column B,,). The procedure terminates when the master
problem’s solution does not change from the previous iteration. However, because
our master problem is a linearized approximation to SLS, and because the column
generation techniques we employ are not guaranteed to find improving columns
if they exist, we cannot claim that the resulting solution is optimal. Empirical
evidence suggests, however, that these techniques work very well in practice.

The new notation is summarized below, along with other notation that will be
used in describing the various column generation techniques we employ:

I'; the set of candidate stock level vectors for item i, indexed by ;.

B; the set of contribution columns associated with candidate stock level vectors
for item i, indexed by B,,.

¢y, the total cost associated with the stock level vector y; € T';.

a* a (possibly fractional) solution vector for the master problem, whose elements
are indexed by y;.

6 with respect to the master problem solution vector o, the dual variable corre-
sponding to service level constraint k € K.

6.3.2 Master Problem for SLS

Given stock level vector sets I';, i € I, the corresponding costs ¢y, y; € I';,i € 1
and the corresponding contribution column sets B;,i € I, we define the Service
Level Satisfaction Master Problem, or SLSMP as:



6.3 Solution Approach 131

(SLSMP) minimize Y cyay, (6.33)
iel yel;
subject to
> Byhay, = B VkeK, (6.34)
iel yiel;
day,=1 Viel, (6.35)
vieli
0<ay, <1 Vyeliicl (6.36)

Observe that the columns of the constraints (6.34) of the above linear program
correspond to the elements of the vector sets B;, i € I. Hence, the optimal solu-
tion a* to SLSMP corresponds to the following (possibly fractional) solution to
SLS:

si= Y ahy., i€l (6.37)
vi€l;

Note that, even if we round up the fractional elements of the vectors (6.37) to their
integer ceilings, the resulting solution will not necessarily be feasible for SLS
since the channel fill rate functions are not jointly concave in their arguments.
Most of the column generation techniques we employ require the master prob-
lem solution to be integral (though not feasible and integral) in order to use it to
generate new columns. For these purposes, simply rounding the fractional solu-
tion given by (6.37) suffices. When the column generation procedure terminates,
however, we do need to convert the fractional solution into a feasible, integral
solution. To accomplish this, take the integer ceiling of the fractional elements of
the vectors given by (6.37), and then use a greedy heuristic to increment stock
levels until all constraints are satisfied. This greedy heuristic works as follows:

Construct-Feasible-Solution

Input: An instance of problem SLS;
s, an integral solution to SLS that is not necessarily feasible.
Output: S, a feasible integral solution to SLS.

1. Eij <—sij_f0ralli el,jel.

2. Update K C K, the set of all unsatisfied service level constraints with respect
to the current stock level vector S.

3.Foralliel,je JN (i.e., all bases), compute:

N N
Ay =Y ((min (F, le;;-kﬁ;(si,- + 1. 3ip, \5i)) — le;;kﬁ;(éipj)).
v= V=

kekK

4. Foralli € I, j € J”,v < N (i.e., all nonbase locations), compute:



132 6 A Continuous Time, Multi-Echelon, Multi-Item System

N
Ajj = Z Z <min {Fk, Z w?j,kfilj)-/(fij + 1, §ipj\§jj)}
v=1

kek j'eJN:jePy
N
_ Z win f;;.,(§ipjf )). (6.38)
v=1

5. Find the pair (i, j)* such that:

A. .
(i, j)* = argmax —L.
@Jj) ¢
6. Eij* <~ gij* + 1.
7. If all service level constraints k € K are satisfied, then STOP and return S.
Otherwise, go to step 2.

Note that the solution returned by Construct-Feasible-Solution may over-
state some of the stock levels needed to satisfy the service level constraints. This
overstatement may be due to the starting solution used, the greedy order in which
the stock levels were incremented, or a combination of the two. Although we do
not give the details here, a second-pass greedy heuristic may be used to improve
the current solution by reducing stock levels while maintaining feasibility.

6.3.3 Column Generation

Given a solution o™ to the master problem, there are a multitude of ways in which
new columns can be generated for SLSMP. We discuss three possibilities here.

6.3.3.1 Technique 1 (Simple Rounding)

The most obvious approach is to parse the master problem solution given by o*
into a new set of stock level vectors by item type, employing some rounding
technique to ensure that each stock level vector is integral. That is, for each item
type i, define a new stock level vector:

7i = RCY a0, (6.39)
vieli

where the rounding function R(-) is user-defined (e.g., take the floor, the ceiling,
or the nearest integer value of each fractional element). Different definitions of
R(-) can be used to give rise to multiple new stock level vectors y; for each item
type i. For each new vector y; that is generated, we can now compute its asso-
ciated cost c¢j;, and its contribution column B, which we can add to the master
problem.

It is important to note that in generating new columns this way, we are not
adding redundant columns to the master problem, even if no rounding is required.
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This is due to the fact that, even though each new stock level vector y; is a (pos-
sibly rounded) convex combination of existing stock level vectors, its associated
contribution column B, is not a convex combination of the corresponding con-
tribution columns. In fact, the contribution elements of the column By, will in
general be higher, due to the concavity of the fill rate functions.

Although the above technique is an extremely useful way to generate new
columns quickly, it is limited by the fact that the individual stock level elements
of an existing y; vector will always be given the same relative weight a}’il_ when
it comes to generating new columns. For instance, suppose our initial vector set
for some item contains one stock level vector where every element has the value
5, and a second stock level vector where every element has the value 1. Taking
convex combinations of these vectors, it is possible to generate a new integral
vector having all 2’s, another having all 3’s, and yet another having all 4’s. How-
ever, we cannot generate new vectors where the individual elements differ from
one another. Hence, for this technique to be effective, we need to make sure that
the initial sets of vectors that we generate, [';, i € I, contain combinations of
stock levels that are very different from one another. Alternatively, we can em-
ploy column generation techniques, such as the ones described next, that provide
mechanisms for making relative increases and decreases among the elements of a
stock level vector.

6.3.3.2 Technique 2 (Fix Stock Values Level-by-Level)

Recall that sY is defined to be a vector of stock levels for all items i € [ at the
network locations at level v. Thatis, s = (s;; :i € I, j € JV).

This technique assumes that the constraint set K of the problem instance in
question is separable by network level (i.e., v;jx is the same for all items i and
all bases j with which constraint k is concerned). Thus, we can partition the con-
straint set K into N subsets, KV, v=1,..., N.

Consider an integral vector of stock levels s* that has been derived (via a
chosen rounding scheme) from the solution a* to the master problem. That is, for
eachitemi € I:

s§=R(Y_ o v). (6.40)

vieli

Beginning with stock levels s;; = si*j for every item i € I and every location
J € J, the idea behind this technique is to devise a new solution, 8, to the problem
by solving a sequence of N subproblems, one for each network level v, beginning
with level v = 1. Each subproblem works as follows: Keep all stock levels s;;
fixed at their current values except for those stock levels at level-v network loca-
tions. For all items i € [ at level-v network locations, set s;; = |A;;7;;], where
T;; is a function of the fixed stock levels for item i at locations in the channel P;
that are above location j in the network. (This will ensure that the channel fill rate
functions are concave in s¥.) Next, use a greedy heuristic to increment the level-v
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stock levels until the service level constraints k € (K! U K2U---U KV) are sat-
isfied. That is, in the vth subproblem, the only constraints that are considered are
those associated with levels 1 through v.

The greedy heuristic is essentially just a version of Construct-Feasible-
Solution that is restricted to level-v locations and service level constraints k €
K1U...UKV. For each item at each level-v location, compute the total incremen-
tal contribution made to all unsatisfied service level constraints k € K'U---UK?
and divide this incremental contribution by the item’s unit cost. Select the high-
est ratio, and increment the corresponding stock level. Once all constraints k €
K'U ... UKV are satisfied, a second phase may be performed to adjust level-v
stock levels downward and reduce investment while maintaining constraint satis-
faction.

The result is a new feasible solution vector § that may be parsed into |/| stock
level vectors, y;, i € I, which in turn may be added to the master problem.

6.3.3.3 Technique 3 (Decomposition by Item)

Suppose we have a set of dual variables, {6/, k € K}, that correspond to a partic-
ular primal solution, «*, to the master problem. In this method, we use these mul-
tiplier values to dualize the service level constraints and construct a Lagrangian
relaxation of SLS. As we will show, the relaxed problem, denoted SLS-LR, may
be decomposed by item type, so that we are left with a set of |/| independent item
subproblems to solve, one for each i € I. The solution to each item subproblem
yields a new column y; that may be added to the master problem.

We will discuss a method for solving the item subproblems shortly. First, we
detail the decomposition of SLS by constructing the following Lagrangian relax-
ation:

(SLS-LR)
N

Since the terms 6] Fy are constant, we may ignore them without affecting the
optimal solution to SLS-LR. Letting

wl =Y 6wy, (6.42)
keK

and leaving off the constant terms, (6.41) becomes

N
min (ZZC,-S,-]- — ZZ Z w_;)jfil}(Sin)>

i =0.integer \ 524527 iel v=1jesN

N
= min Z < Z Z cisij + Z (cisij — Zw_}’jﬁ}(sin)))
v=1

5ij>0,integer 4 V=N jeTv jean

(6.43)

iel
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Since each weight w_,”j and each channel fill rate fJ (Sipi) corresponds to a sin-
gle item, the minimization problem is separable by item. Thus, we are left with
solving

(SLS-LR-SI)

N
min (Z Z cisij + Z (cisij — Zw_,”jff,’(slpj))> (6.44)
v=1

sij=>0,integer V=N jeI® jeJN

for each item type i independently.

We are now ready to describe a procedure for solving SLS-LR-SI for a partic-
ular item type i. The algorithm involves repeatedly fixing the stock levels s;; at all
locations j € JV, v < N, to predetermined values (i.e., all nondemand locations).
‘When we do this, the first term in (6.44) becomes a constant, and the second term
becomes a convex function that is separable by location (provided that we restrict
sij = |AijTjl, forall j € J N ). That is, letting y; denote a specified vector of
stock levels at all nondemand locations, the problem becomes:

N
Gi(y;,0") = min < Yo s+ Y (eisij— Zw_;}f,'?(sijv J7i))>

s5ij>0,integer V=N jeT® jean =

N
=cy + min < Z (cisij — Z wl.”jfi‘;-(sij, )?i)))
v=I1

5ij>0,integer jean

N
=cy + Z min  (cisij — Zw;)jfilj)'(sija Yi)
v=1

5;j>0,integer

jeJN
=cy min (j, i, 0), 6.45
cy + ZJ min 810700 (6.45)
J

where ¢, =>", _y 2 e v CiVij> and g (J, Vi, 0%) = (cisij >N, w; £ Gsijs 7))
is discretely convex in s;; > [A;;j7;;(y;)]. Hence, by restricting our search to
sij > |hijTij(7i)] for j € JV, the stock levels minimizing g; (j, yi, 6%), j € JV,
can be found quickly and easily using marginal analysis. That is, beginning with
sij = |AijTij(¥i)], simply increase s;; until ¢; > Zjvvzl w}’j (fl;.(sij +1,9) —
flj (sij, )7,-)). Thus, given a candidate set of stock level vectors for item i at all

nondemand locations, I';, the following rudimentary algorithm can be used to
find a solution for SLS-LR-SIL.

Construct-Single-Item-Solution

Input: An instance of problem SLS;
An item type i;
Lagrange multipliers {6 : k € K};
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A set of stock level vectors fi, where each y; € fi represents a vector
of fixed stock levels for item i at all nondemand locations;
Output: A feasible solution to SLS-LR-SI for item i, y;.

1. U <« oo.
2. For each y; € I
a) For each location j € J N find the stock level s; ; that minimizes
gi(J, yi, 0*) using marginal analysis.
b) Using the computed stock level values s;; for all j € J N compute:
Gi(Pi0") =cy+ Y. min  g(j, % 0%.

s;;>0,integer
. N U
jeJ

O If Gi(y;,0%) < U,thenU < G;(y;,0%), and y; < (i; sij, j € JV).
3. Return U and y;.

The resulting solution y; may be added to the master problem.

There are many ways to construct the vector set I'; fora particular i € I. The
most obvious way is simply to use the existing vector set I'; as a basis, leaving off
the entries that correspond to the demand locations j € JV.

Another way is to partially enumerate all candidate stock levels at the upper
echelons of the distribution network. For a 3-level network, this involves gener-
ating combinations of stock levels at all level-1 and level-2 network locations.
While this may sound computationally intractable if there are many level-2 lo-
cations, it is actually doable for problem instances in which the constraint set is
decomposable by subsystem, where a subsystem is defined to be the level-1 loca-
tion, a level-2 location, and all level-3 locations that are children of the specified
level-2 location. That is, as long as each service level constraint is confined to
locations in a single subsystem, then for a given stock level at the level-1 location,
each subsystem may be considered independently. This substantially reduces the
computational effort required to solve SLS-LR-SI to optimality.

Why would we want to solve SLS-LR-SI to optimality? Certainly the vector
y; resulting from Construct-Single-Item-Solution does not need to be an optimal
solution to SLS-LR-SI to continue the column generation procedure. In fact, y;
will not be optimal for SLS-LR-ST unless one of the vectors, y;, in our candidate
set happens to partially describe an optimal solution. The reason for wanting the
optimal solution to all SLS-LR-SI item subproblems for a given set of multipli-
ers is that the collection of these optimal item vectors, together, yield an objective
function value that is guaranteed to be a lower bound for the original SLS prob-
lem. Thus, for many practical problem instances, this technique can be used to
provide an optimality gap for the problem.

6.3.4 Constructing the Initial Vector Sets I';

To get started, the column generation procedure requires an initial set of stock
levels vectors, I';, for each item i € I. The initial number of vectors in each I';
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need not be big; however, it is desirable to have a relatively diverse set of columns
so that a larger portion of the solution space is collectively spanned in the master
problem.

Here are some ways in which initial vector sets can be generated:

Beginning with level v = 1 up to N, do the following: Fori € I, j € JY,
set s;j = [AijAij]. These vectors represent lower bound stock levels at every
location. One could also use s;; = |A;;7;; |, where T;; is a function of the fixed
stock levels for item i at locations in the channel P; that are above location j
in the network.

For level v = 1, set s;; = oo fori € I. (This guarantees that level-2 locations
will have no delay in replenishment.) Beginning with level v = 2 up to N, set
sij = |AijTij], where T;; is a function of the fixed stock levels for item i at
locations in the channel P; that are above location j in the network.

Using the lower bound stock level vectors as a starting solution, execute Tech-
nique 2 to create a new set of vectors.

Using the lower bound stock level vectors as a starting solution, execute Con-
struct-Feasible-Solution to create a new set of vectors. (Since this may be
computationally intensive, it can be partially executed.)

At this time we have no knowledge of which of these methods, or others that
can easily be constructed, will work best for different problem instances. Fur-
thermore, other heuristics may be developed for generating good solutions for
the SLS problem. Heuristics may be effectively used to generate not only initial
vectors of stock levels, that is, initial sets I';, but also good starting estimates of
multiplier values, 6;. The Lagrangian relaxation approach (Technique 3) requires
values for each 6. Obviously, SLS-LR is computationally demanding to solve
and hence should be solved as few times as possible. Thus having good initial
estimates of the 6" will greatly reduce the total computation time needed to solve
the SLS problem.

6.4 Problem Set, Chapter 6

Problem 1. In Section 6.3.2,a first-pass greedy heuristic was described for con-
verting a fractional solution found when solving the master problem into a feasi-
ble, integral solution to the original problem. This method may overstate the stock
levels needed to satisfy some of the constraints, as mentioned in that section. For-
mally state a second-pass greedy heuristic that improves upon the solution ob-
tained when employing the first-pass greedy heuristic. Ensure that feasibility is
maintained.

Problem 2. The general Service Level Satisfaction (SLS) problem was stated in
Section 6.1.3. Let us now consider a specific instance of the problem. Suppose the
network consists of but two echelons. Echelon 1 locations are called bases and the
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top echelon is called the depot. At each base there is only a single fill rate con-
straint, which measures the aggregate fill rate across all items. Furthermore, for
each item i there is a channel fill rate constraint at the depot specifying that item’s
fill rate requirement for base j within the transportation lead time, A;;. The other
assumptions underlying the model developed in Section 6.1.3 remain. Construct a
method for solving this special instance of the SLS problem. Construct heuristics
that could be used to find good solutions for this specific problem.

Problem 3. Verify the channel fill rate expressions given in Section 6.2.4.



7

Lateral Resupply and Pooling
in Multi-Echelon Systems

The tactical planning models presented in previous chapters were constructed
based on the assumption that each location in the multi-echelon resupply network
had a sole source of resupply. Furthermore, the replenishment lead times were not
sensitive to the amount of on-hand stock, in-transit stock, or backorders existing
at a receiving location. This sole source assumption has a very significant effect
on the total amount of inventory required to meet customer service objectives or
to contain expected backorder costs. However, in many, if not in most of the ex-
isting real world multi-echelon resupply systems, the sole source assumption is
violated.

There are numerous examples of sharing inventories among locations in in-
dustrial, retail and military settings. For example, automotive dealers share parts
on a daily basis so that they can complete the repairs of their customer’s vehicles
quickly. The parts distribution centers operated by each of the car companies rou-
tinely provide stocks from one center to satisfy demands placed on another center
when the latter center is out of stock. In another setting, service technicians for
computer and photocopier equipment share inventories in emergency situations.
Lateral resupply of parts among military bases within a geographic region occurs
on a regular basis as well.

The improvements in information technology coupled with the substantial re-
duction in the cost of processing, storing, and analyzing data have made sharing
of inventories more attractive. Furthermore, logistics companies, such as UPS and
Federal Express, have made the rapid movement of parts from one place to an-
other possible and more affordable.

While we find firms commonly engaging in lateral resupply activities, the un-
derlying question that must be addressed is: what is the impact of lateral resupply
on inventory levels and operations, and is it worth the inherent cost?

A number of authors have addressed this issue. First, there have been simula-
tion studies that have demonstrated the effects of lateral resupply in multi-echelon
systems [81, 82, 198, 219]. While the environments that were examined by these
authors did differ, their results showed that in a wide variety of circumstances, lat-
eral resupply among locations is a very effective way to improve customer service
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and to lower inventory investments. In the case of repairable items, Pyke [198],
Sherbrooke [219], Scudder and Hausman [215], Scudder [214], and others have
also shown that priority scheduling of repairs and priority allocation of stock to
bases can improve system performance, as would be expected. For example, in
some situations the effect of using rules other than the first-come, first-serve rule
for allocating stock to bases proved to be highly beneficial.

Second, authors have presented and tested many analytic models that explic-
itly consider the possibility of supplying locations through lateral shipments. For
example, see Archibald et al. [12]; Lee [156]; Lee and Billington [157]; Alfreds-
son and Verrijdt [6]; Axsiter [17]; Cohen, Kleindorfer, Lee [57]; Dada [66];
Das [69]; Gross [101]; Tagaras [243, 244]; Tagaras and Cohen [245]; Bow-
man [29]; Hoadley and Heyman [130]; Sherbrooke [219]; Yanagi and Sasaki
[254]. These models differ in many ways. Some are stationary, continuous-time
models while others are periodic review, both infinite and finite horizon. Essen-
tially, though, all these analytic models are tactical planning models. They are
either economic models that suggest what quantities of material to buy or they are
models used to determine the probabilities of various events occurring. We say
that these models are tactical models because, for the most part, they do not con-
sider the possibility of using all state-of-the-world information when representing
the operational environment. For example, first-come first-serve inventory alloca-
tion rules are often assumed as the basis for shipping parts from a central location
(depot) to field stocking locations (bases). Real-time execution systems would
take more information into account. The Hoadley and Heyman model is a single
period planning model that does take many operational details into account. How-
ever, lead times are assumed to be zero. Such real-time models are discussed in
Chapter 10.

Rather than describing all the approaches for incorporating lateral resupply
into models, we will focus on just a few in this chapter. We begin by developing
two stationary, continuous-time models. The first is a queuing like model based
on the assumption that the underlying system is governed by a continuous-time
Markov process. The second model is an extension of the ones developed earlier
in Chapter 5. Both are approximations. In the first model we focus on computing
probabilities of system performance resulting from given stock levels. In the sec-
ond model, we also construct probability distributions for key random variables;
but, we also construct an economic model that can be used to set stock levels in a
two-echelon system. The models pertain to repairable items.

We ultimately develop a periodic review model that can be used to establish
stock levels for repairable items in a three echelon environment. But to begin the
section on periodic review models, we will first establish why a multi-echelon
operating environment may be desirable. To do this, we construct a particular
environment that demonstrates analytically why an intermediate stocking location
could be cost effective to create. While the environment we will examine is simple
in nature, it does suggest why it may be advantageous to create a multi-echelon
inventory system.
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7.1 Continuous Time Models for Lateral Resupply

As stated, we will discuss two continuous-time models. The system analyzed in
both cases contains two-echelons, and, as in earlier chapters, we call the upper
echelon location the depot and the lower echelon locations the bases. We assume
there are n bases in the system and that the items can be managed independently.
Thus we focus on a single part type. Demands for this part type arise only at
the bases and occur according to a Poisson process with rate A; at base j, j =
1,...,n.

Each demand at a base immediately triggers a replenishment order for a part
from the depot. Each demand occurs because a part has failed. All failed parts are
sent to the depot for repair.

Up to this point, our discussion is the same as given in earlier chapters. Where
things differ is the manner in which bases interact. We assume, as shown in Fig-
ure 7.1, that the n bases are divided into pools. In practice, a set of bases that
are in the same geographic region might form a pool. Suppose there are P such
pools. We assume that a base is a member of exactly one such pool. Hence the
collection of P pools partitions the bases into mutually exclusive and exhaustive
sets, as implied in Figure 7.1.

Depot
» Depot »| Depot
Repair Supply
Pool 1 y Pool2 _ ¥ PoolP _ ¥
Bases Bases Bases
1 through n; 1 through n, s 1 through n,,
A 4 A\ 4 A 4

Fig. 7.1. A Depot-Base Two-Echelon System with Pools

Furthermore, inventory within each pool can be shared among the bases in
the pool as follows. If a demand arises at a base in a pool and that base has no
stock on hand, then the demand can be satisfied from stock on-hand at some other
base in the pool. Thus when stock is required at a base and none is available
there, a lateral resupply event will take place assuming, of course, that some other
base in the pool has stock on-hand. Obviously, there are many mechanisms for
choosing the base that should laterally resupply the base in need. In practice, it
might be the nearest base with stock on-hand or it might be the base that has the
maximum number of days of stock on-hand. In the models that we will discuss in
this section, we assume that the base providing the lateral resupply is randomly
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chosen from the set of bases with a positive amount of stock on-hand. In the case
where a demand arises at a base and no stock is on-hand at any base in the pool,
we assume the depot is used to satisfy the demand.

We are now ready to present the details of each model. The first is based on
Axsiter [17] and the second on Lee [156].

7.1.1 Model 1

Suppose we are given stock levels for the depot, s, and for the bases, s ;. Our goal
in this section is to show how to estimate the fraction of demand arising at a base
that is satisfied from the stock on-hand at that base, the fraction met from a lateral
resupply event, and finally, the fraction backordered, that is, awaiting arrival of
inventory from the depot.

Let us define notation used in this section. We let

P = number of pools

n; = number of bases in pool i,

Aj = demand rate at base j,

Xo = )_ Aj, the depot demand rate,

A = average order and ship time from the depot to a base,

D = average depot repair cycle time (the average transportation time to the
depot from a base plus the average depot repair time), and

B(sg) = average number of outstanding depot backorders given the depot stock

level is sg.

Other definitions will be presented as we proceed.

Since we are assuming that demands at the bases are independent Poisson
processes, the depot demand process is also a Poisson process. Correspondingly,
the units entering the depot’s repair process are also governed by the same Poisson
process. Let us assume that the repair cycle times are independent and identically
distributed. Since we are following an (s—1,s) replenishment policy, the number
of units in repair at a random point in time has a Poisson distribution with mean
AoD, from Palm’s theorem.

In Chapter 5 we developed the probability distribution for the number of units
in depot resupply for a base. This same idea holds for a pool of bases. Thus we
can compute the mean resupply time for a base as

T = A+ B(so)/Ao-

Let us now focus on a single pool. Let N be a random variable describing the
number of units in depot resupply for this pool. Then the E[N] = (3_ jep )T,

where P is the set of bases in the pool. The variance of N can be found using
the procedure developed in Section 5.1.2.1. Furthermore, we may approximate
the probability distribution for N by a negative binomial distribution having these
means and variances as shown in Section 5.1.2.1.
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Let 5 = () jeP sj) be the total stock for the pool of interest. Then

P[N = 5 — k] also measures the probability that the total on-hand stock in
that pool is k units at a random point in time, k > 0.

In problems of interest, 7" is usually many days in length whereas the lateral
resupply time among bases in a pool may be measured in hours or perhaps a day.
Because T is normally at least an order of magnitude greater than the lateral re-
supply time, we will assume that this lateral resupply time is of length zero. The
implication of this assumption is that there can never be a base with a backorder
when there is another base in the pool with positive stock. Suppose a demand
arises at a base in the pool and there is no stock on-hand at any base in the pool.
Then a backorder occurs at that base. Subsequently, a unit arrives from the de-
pot to a base at which there are no backorders. In this case, that newly arriving
unit would be laterally resupplied immediately to fill the outstanding backorder.
Hence we assume that whenever pool net inventory is nonnegative there are no
backorders at any base in the pool.

Next, we want to compute

B;, the probability that a demand at base j is satisfied from stock on-hand at that
base,

o, the probability that the demand at base j is satisfied by a lateral resupply
action from another base in the same pool, and

©, the probability that a demand at base j in the pool is backordered.

Since a demand must be satisfied either from its on-hand stock or lateral resupply
or must be backordered, o; + 8; + ®; = 1. Obviously if s; = 0, then 8; = 0.

To illustrate our modelling concepts, we assume all the bases in the pool are
identical. Hence we assume that all bases have the same demand rate, A, and
stock levels, and that ® j» o and B; are the same for all bases, and, consequently,
we drop the base subscript. Additionally, we assume that the depot to base resup-
ply time for all bases in the group are independent and identically exponentially
distributed random variables with mean 7.

Recall that we assume that each base has a probability 8 that a demand will be
met from on-hand inventory at that base. 8 also measures the fraction of time that
the base stock is positive. Hence the fraction of time the base stock is negative or
zerois 1l — B =a + 0.

Suppose the base stock is positive. During these periods of time, the base
satisfies its local demands, which arrive at a rate of A. But it also may receive
lateral resupply requests from other bases in the pool. Since all bases in the pool
are identical and lateral resupply requests are met in a random manner, o} is the
expected long term rate at which lateral resupply requests are satisfied by each
base in the pool. But lateral resupply requests are satisfied only when there is
positive stock on hand at a base. Clearly no lateral resupply occurs from a base
when its on-hand stock is zero. For the average lateral resupply rate to be oA, the
average lateral resupply rate must be A /8 when there is stock on hand. When
there is no stock on hand at the base, the demand rate is 1. But a portion of that
demand is satisfied from lateral resupply. Since the bases are identical, the long
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term average rate of material that this base receives via lateral resupply is aA.
Thus during the period of time when the base is out of stock, the incoming lateral
resupply rate must be A /(1 — B).

Axsiter makes the assumption that the demand and resupply processes at each
base are continuous-time Markov processes. Based on this assumption, we can
represent the environment as a queuing system, where the arrival rate is a function
of whether or not there is on hand stock at the base. When the inventory on hand
is positive, let the demand rate be given by

g=r+ar/B=r1+a/p); 7.1

when the on-hand inventory is zero, the demand rate is

h=A—ar/(1-B)=r1—a/(1—pB))
=rx1-=p—-a)/(1—-p)
=10/(1-p). (7.2)

It is clearly possible to describe the system more accurately by representing
it using a state space that captures the inventory levels at each location and the
transitions that can occur from state to state. This more exact representation is far
more complex. We note that although (7.1) and (7.2) are correct on average, they
are approximations of the system’s operation at any point in time. We leave the
more exact development for a special case as an exercise.

We are now ready to construct the simple queuing model for a base. The
following graph displayed in Figure 7.2 describes the transition in the system. Let
7y represent the stationary probability that net inventory for this queuing system
is equal to k.

o:@:@ ozozo o:o

(8-1)yT ST (5+1)T (S+2)T

Fig. 7.2. State Transition Diagram

Then we can easily see that

1
JTS'g=7T371~?,

k k+1
7Ts—k'(g+?)=7Ts—k+l'g+7[s—k—1‘T’ fork=1,...,5s -1,

s+1

S
no~(h+f)=m-g+n71- , and

(k+1)

k
T k(h+ =) =m5 k1 -h+mg 1 - , fork > s.

T
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The solution to this set of equations is

s! 1
ns_k:nOEW’ k=0,1,...,S—l, (73)
and
s! k—s
Ts—k = noﬁ(hT) S, k>, (7.4)
Since ) 7y = 1,
1
T = (7.5)

—1 ! 1 s! _s’
Yhoow Gyt lies i (D

we have the means to compute the stationary distribution of the base level proba-
bilities. Note, however, that both g and /# depend on ® and 8.

Recall that ® measures the probability that an arriving demand can not be
satisfied from the pool’s collective inventory. But this can happen only if all the
pool’s stock is on order from the depot. That is, the probability that an arriving
demand will be backordered is the probability that s or more units are on order
from the depot by the bases in the pool. Thus

® = P[N >75].

We also know that

p= (7.6)
k=1

represents an approximation to the probability that a base can satisfy its demand
from on-hand stock. Unfortunately, to solve for 8 we must have the values of the
7k, which, in turn, can only be obtained knowing . Let us now see how to find 8
approximately.

We know the value of ® and know that g increases as 8 decreases (and vice
versa) and that % increases as f increases (and vice versa). For systems in which
we desire to satisfy most of the demand from on-hand base stock, the values of
s will be set so that g is large compared with ®. 8 > .7 would be likely with
® < .1. Since B increases, the value of g decreases and 4 increases, and therefore
the overall effect would be to increase the value of > ;_, 7k, or B. Thus, if we
start with an initial value of 8 and compute g and %, we can determine a set of
values for the ;. Using these values, we can use (7.6) to determine a new value
of B. We will then use this value to recompute g and &. This process results in
a bounded monotone sequence of values for 8, which means that the sequence
will converge. Axsiter [17] reports that this process converges in relatively few
iterations and is therefore easy and effective to implement.
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7.1.2 Model 2

Lee [156] proposed another way to represent the problem analyzed in the previ-
ous section. His method differs substantially from the previous one even though
most of the assumptions underlying the development of the two models are the
same. This alternative modeling approach is very similar to the one used in earlier
chapters.

Let us begin by summarizing the main assumptions. We assume the system’s
design and operation are the same as the ones discussed in the development of
Model 1. We continue to assume that there are P pooling groups and that the
bases in the same pool are identical. That is, the stock levels are the same for
all bases within a pool and the demand processes are Poisson processes with a
common rate };. Since there are n; bases in pool i, the aggregate demand process
for pool i is a Poisson process with rate n; ;. Furthermore, the aggregate depot
demand process for serviceable parts, and the corresponding arrival process into
the depot repair center, are Poisson processes with rate Lo = Zi n;\; since we
are employing (s—1,s) policies at each base. The depot to base order and ship time
is A. However, we now assume that A is a constant. We again assume first-come,
first-serve policies are used to satisfy demands at both the depot and the bases.
Furthermore, we assume that the average depot repair cycle time is D, and these
repair cycle times are independent and identically distributed. Thus we continue to
assume that the depot has an infinite number of servers. (This assumption permits
us to invoke Palm’s theorem.)

Finally, we assume that the lateral resupply time is zero for all bases within
a pool. While this is not true in reality, as we observed earlier, these times are
normally very short. Furthermore, since demand rates for most parts are quite
low, the likelihood of a demand occurring over a short lateral resupply time is
also very low. Hence we continue to make this assumption.

The remainder of our discussion pertaining to this model is divided into two
parts. First, we will construct probability distributions of key random variables
that are used to calculate o, 8, and ©, as defined previously. Second, using these
probability distributions, we will construct an optimization model that can be used
to determine the stock levels for both the bases and the depot. We also will discuss
an approach for finding these values.

7.1.2.1 Determining o, 8 and ©

Our immediate goal is to establish a method for calculating (1) 8 = B;, the frac-
tion of demands arriving at a base in pool i that are satisfied from on-hand base
stock, (2) ¢ = «;, the proportion of demands arising at a base in pool i that are
satisfied by lateral resupply from another base in the pool, and (3) ® = ©;, the
proportion of demands that are backordered in pool i.

We begin our analysis by determining the steady state distribution of the num-
ber of units on-order from the depot by a base in a pool at a random point in time.
Let N; represent the random variable for this quantity at base j. Furthermore, let
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N and Np represent the random variables for the number of units in resupply for
the pool we are examining and the depot, respectively.

We now employ the logic used in Chapter 5 to find the distribution of N.
Suppose that Np = np. Since the arrival process to the depot is the sum of the
independent base Poisson demand processes, the probability that any of the np
units is attributable to pool i is % Thus

P[N =k|Np =np] = (?)(ﬂiki)k(l B ni_ki)nnik

Ao Ao
and hence
PIN=kl= 3 ("2 ) (2N (1 Y b = npl. (7)
= = k )\'0 KO D =npl. .

np=
By invoking Palm’s theorem, we know that

_ o—top B0 D)™

P[Np =np] |
np-.

Therefore we have established the distribution for N.

Next let us consider a specific base within the pool, say base j. Applying the
same argument, we may approximate the steady state probability that base j has
k units in a backorder status at the depot as

(DGx) (=) e =m

(Z)(n_l,)k(l - nii)ﬁ*kp[ﬁzﬁ]. (7.8)

This expression is based on the assumption that it is equally likely that a back-
ordered demand comes from any base in the pool. This may not be the case since
the demands at bases, including lateral resupply shipments are clearly not in-
dependent and hence the number of units a base has on-order depends on the
demands at it and the other bases in its pool, and the lateral resupply priority
rules that are employed. We leave an analysis of the accuracy of this approxima-
tion to the reader as an exercise. Observe that we obtain the same expression for
P[N; = k] when there is no pooling of inventory.

We are now ready to estimate the value of 8 for each base in the pool. Given
the approximating values for P[N; = k] and the values of P[N = 7], as com-
puted in (7.7) and (7.8), respectively, we see that § is approximated by

si—1 si—1 oo _ ik
IB:k:ZOP[Nj:k]:;;)ngk(z><nii)k(l_nii) kP[N:ﬁ]

since s; = s; for all bases in pool i.

P[N; = k]

M
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As we did in earlier chapters, we approximate the distributions of the prob-
ability distributions of the random variables N and N ; with negative binomial
distributions for computational reasons. This requires computing both the mean
and variance of these random variables and using these values to estimate the
parameter values of the corresponding negative binomial distributions.

The probability that an arriving demand to a pool can not be satisfied from
pool stock is the probability that the aggregate number of units on order for the
pool is greater than or equal to the aggregate pool stock. But, this probability is
P[N > n;s;]. Therefore ® = P[N > n;s;], since we assume that lateral resupply
between bases within a pool is instantaneous and occurs whenever needed.

Since we have shown how ® and B can be estimated, we are also able to
estimate « for a particular pool, that is, « = 1 — (8 4+ ®). Thus the expected
number of lateral resupply shipments corresponding to a base per unit time is A; o
and n; A;« for the entire pool.

Lee [156] conducted experiments showing that the approximations are accu-
rate when service levels are high. Axsiter [17] developed the alternative model,
Model 1, for estimating «, 8, ®. The two models fundamentally differ in only a
couple of ways. The most important difference is as follows. In Lee’s model the
base demand rate is implicitly independent of whether or not there is stock on
hand at the base. Recalling the definitions of g and 4 in Section 7.1.1 of this chap-
ter, Lee’s model, that is Model 2, is based on the assumption that A; = g = h.
The other difference between the models arises because Axsiter [17] represents
the entire operating environment as a continuous-time Markov process. In cer-
tain situations, Model 1 gives better estimates of & and S. See Axsiter [17] for a
detailed discussion of the numerical tests and comparisons.

Unfortunately, while more accurate, Model 1 is not easily employed to find
optimal stock levels. In Lee’s model, however, a negative binomial distribution
is used to approximate the required probability distributions and thus a computa-
tionally tractable method exists for finding the stock levels, as we now show.

7.1.2.2 Finding the Optimal Stock Levels

There are many different optimization models that may be stated for finding the
values of s and the s;. Clearly both backorder and lateral resupply costs must be
considered. Holding costs might be included as well. (They would be required to
extend the model to consider multiple items.) If they are included in the single
item case, then fill rate constraints are often included in the model’s statement.
If they are not included, then an investment budget constraint is present in the
model’s formulation.

We now state one possible economic model for finding the values of sy and
the base stock levels for each base in each pool, s;, for pool i. Let
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Si = NS,

S§
Il

backorder cost rate incurred per unit time per unit backordered at a base,

cost of lateral resupply shipments within pool i (per unit shipped),

8
Il

B = investment limitation,
= unit cost,

= lower bound on the stock level for bases in pool i,

©
O T O

= lower bound on the depot stock level,

©

Bi = probability that a base in pool i satisfies its demands from the base’s
stock on hand,

®; = probability that a base in pool i backorders its demands.

A; = depot to pool i transportation time.

D = depot resupply time.

The objective in this model is to find stock levels that minimize the expected
costs per unit time subject to an investment constraint, while recognizing mini-
mum stocking constraints at the bases and the depot. The corresponding model
is

»
minC=5bY > (k—5)P[N; =kl

i=1 k>5;

P
+ ) ainidi(l—©; — B)

i=1
subject to

(ors; > nysf),

si>s€ i

=8
SOZSS,

cso+ Y ;¢5i < B (orso+ > 5 < |B/c]),

and sg, s; are nonnegative integers, where N is the number of units in pool i that
are on order (in resupply) at a random point in time.

We assume the lower bounds on the stock levels are set so thats; > [n;A; A; +
%BD (sg)J and so > [XoD]. Obviously, | B/c] must be at least as large as
> n,'sfZ + sg for a feasible solution to exist.

This problem can be solved using a marginal analysis algorithm similar to the
one described in earlier chapters. We now outline such an algorithm.

For each depot stock level soe[sg, LB/c]— Zi sfn,'] and integer, we can solve

C(sp) = min Z Ci(silso)

subject to
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> 5i < [B/e] = so,

s¢ > 0 and integer,

&
v

where

Ci(silso) = b Y (k —5;) P[N; = k|so]
k>5s;
+ainiAi(1 — ©; — B;).

Recall that we approximated §; as Z/?:_()l P[N; = k], and that we further approx-
imated P[N; = k] by assuming this distribution for N; has a negative binomial
distribution. Similarly, we assumed that P[N = 7] could be approximated by a
negative binomial distribution. Thus ®; can be approximated, too.

The reason for stipulating the specific values for lower bounds on s; and s;
was to ensure that the functions

Ci (silso)

are convex. We leave the convexity proof as an exercise.

Since the objective function C (sp) is the sum of convex functions, it is convex
in the values of the s;. Thus given sg, we can find the best allocation among
the pools using a straight-forward marginal analysis approach. That is, at each
step, add the incremental stock to the base and pool that reduces the cost by the
greatest amount. The process begins with s; = sf for all bases. Continue until
all the stock is allocated at which time we have also computed C(sg). Repeat
this process for all values of so. The optimal solution is the sa‘ = arg ming, C(so)
and the corresponding values s; (s;). Ties can be broken arbitrarily throughout the
implementation of this algorithm.

7.2 Risk Pooling

As we have stated, the design of logistics resupply systems for service parts has
a substantial impact on operating costs, investment costs in facilities and inven-
tories, and, of course on customer service. Conventional wisdom suggests that as
the number of echelons increases, operating and investment costs increase, and,
in particular, investment in inventory grows. Nonetheless, in practice we see that
many service parts resupply systems often have many echelons. There are obvi-
ous reasons for having two echelon systems. But real systems often contain more
than two echelons. Is there a reason, from an inventory investment perspective, to
have more than two echelons? Conventional wisdom says that there will be more
inventory in systems with more echelons. Is this conventional wisdom correct?
We have two purposes in this section. First, we will address these questions
directly. As we will see, there may be reasons for constructing systems containing
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several echelons so that system inventory levels are actually lowered. To demon-
strate this fact, we will analyze a system consisting of a supplier, depots, and
warehouses. In this system material flows from the supplier’s warehouse to a set
of depots and then to the warehouses that are supplied by the particular depot.
Thus this resupply system is an arborescence. Demand occurs only at the ware-
house echelon in this system. The environment is one in which these demands
occur in each period of an infinite horizon. The analysis we present is based on
that given by Eppen and Schrage [78].

Our second purpose is to analyze a three echelon system consisting of a depot,
several intermediate stocking locations, and a set of bases that are resupplied by
the intermediate stocking locations. This system is again an arborescence. How-
ever, the items in this system are repairable. Demands, which occur at the bases,
correspond to failures and require repairs. Demands also correspond to the imme-
diate need for serviceable stock. This environment is a three echelon extension of
the continuous review environment we analyzed in detail in Chapter 5. A model
similar to the one we will present was used by the US Air Force to determine the
effect of consolidating repairs while stocking inventories in three echelons (see
Muckstadt [178]).

7.2.1 A Periodic Review Pooling Environment

The fundamental question we address in this section is whether or not we will
increase system inventories by adding echelons into a system. To address this
question, we will study a system in which orders are placed on the external sup-
plier in each period of an infinite horizon by every depot. These depot orders are
placed in response to demands that have arisen in the previous period at the ware-
houses that are supplied by that depot. We assume that after D periods, which
is the supplier to depot lead time, the entire quantity that was ordered by each
depot is delivered to it by the supplier. By making this assumption, every depot
subsystem is, in effect, independent of every other depot subsystem. Hence, we
will concentrate our analysis on a single depot and warehouse subsystem.

The depot in this subsystem resupplies m warechouses. We assume that items
are also managed independently so that we may analyze them one item at a time.
We will further assume that the demand for an item at warehouse j in period ¢ is
denoted by the random variable d j,. We assume the random variables d j; are inde-
pendent and identically distributed and normally distributed random variables in
each period of the infinite planning horizon. Furthermore, demands are assumed
to be independent across warehouses. We let the parameters of the per period
distributions be p; = E[d},] and ojz = Var [d},] at warehouse j.

We assume that each warehouse places an order on the depot in every period.
The transportation lead time from the depot to each warehouse is denoted by A,
which is measured in periods.

The design of real world resupply networks of the type we have described
would exist when D is much greater than A. That is, the procurement lead time is
much greater than the distribution lead time, which is certainly the case for most
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service parts. We assume D > A, and that A is not trivial in length. A may be
several days or a week where D may be many weeks or months.

We assume that the holding cost for a unit is the same at the warehouses and
the depot. The holding cost at either location type is denoted by /4 dollars per unit
per period. If, at the end of a period, the net inventory at a warehouse is negative,
backorders will exist. We let b represent the backorder cost per unit per period at
each warehouse.

Let I, be the inventory position for warehouse j in time period ¢ just after
the depot to warehouse allocations have been made.

7.2.1.1 Imbalance Assumption

We make one additional important assumption concerning the system’s dynamic
operation, which we call the Imbalance Assumption. By this we imply that in each
period there is enough inventory at the depot so that following allocation of this
inventory to the warehouses, all warehouses will have an equal fractional value of
its distribution of demand over the A period lead time. Since we have assumed that
the demands are independent and identically distributed normal random variables
and that b and h are the backorder and holding costs, respectively, for all locations,
Lir—An;

j
where ®(-) is the standard normal distribution function. Thus we assume that the
probability of a stockout occurring in period ¢ 4 A is the same at all warehouses.

Based on the imbalance assumption and the equal holding cost assumption
at all locations, we can easily prove that all units available at the depot at the
beginning of a period should be sent to the warehouses. That is, it is always best
to hold no stock at the depot in this system.

Let us now establish how likely it is to achieve a balanced allocation. Remem-
ber that in each period the depot orders the total demand incurred in the previous
period at the warehouses. This quantity arrives D periods later, at which time we
have assumed that the amount on hand at the depot is sufficient to ensure an equal
fractile allocation. Suppose we placed an order in period ¢. The order would be of
size Z'j": 1 dj,1—1. Further assume that the system was in balance at the beginning
of period t + D — 1. Demands then arise in period ¢ + D — 1 at each warehouse.
To remain in balance, the amount received at the depot at the beginning of period
t+ D, namely Z'}Ll dj—1, must be large enough to compensate for the demands
arising at the warehouses during period ¢ + D — 1. Let us now prove the following
result.

the imbalance assumption implies that & ( is the same for all j and ¢,

Lemma 3. Suppose the system is in balance at the beginning of periodt + D — 1.
Then it will be in balance following the depot allocation to the warehouses in
periodt + D if

m
>0
di,_1 > max { d: i+ d B <1_ )}
; e Z ji+D—1 +dii1p-1 -

T J#
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Proof. Since the system is in balance at the beginning of period t + D — 1, and
demand is normally distributed at each warehouse, there exists a value k such that

Ij,t+D71 ZA[L]' +k\/ZO'j, j=1,...,m.

Then demands occur at each warehouse in period # + D — 1. Next, the order placed
by the depot in period 7, for } -, d; ,—1 units, arrives at the depot and is available
to be allocated to the warehouses. Since the depot does not keep stock on hand,
all Z?:] dj 1 units are allocated to the warehouses. Furthermore, these are the
only units that are available for distribution.

Suppose x; units are allocated to warehouse j in period ¢ + D. Then the
inventory position for warehouse j is

Iitxp =1jwp-1+xj —djiip-1
= A,bLj +kvA6j +x; —dji+p-1-

Hence the system will remain in balance following the allocation only if there
exist x; > 0 such that

D% =D i
J J
and there exists k’ for which

Ij,H-D = A/Lj +k’«/Zaj.

Since
Iitip=Au; —‘rk/\/ZO'j
=Au;j +k\/ZO'j +xj —dji+p-1,
we have
xj = k' — k)«/ZUj +dj+D-1,

for j =1, ..., m. Furthermore, we know that

Z)Cj = Zdj’t_l = Z {(k/ —k)\/ZUJ +dj,t+D—l}

j j J

=K —VAY o+ djsipi.
J J

Hence

\/ZZJ-U/'
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and

(Xidi-1— i diirp-1)
VAY o

~ (Xidii—1 =X diip—1)

B > 0i

For x; to be nonnegative, we see that the right hand side must be nonnegative as
well. Thus

\/Zaj +dj+p-1

Xj =

oj+dji+p-1.

Zdi,;—1 > (Zdi’tﬂj_l) —djiipot - {%.Gi } .
i i

J

Therefore x; > 0 for all j if

X0
Zdu 1>maX{ZdII+D 1+djiip- 1{1— Gjl

oLz

or

2.0
lZdi,tfl > lZdi,tJerl —i—m]@lx |:—dj,t+Dl {U—l .

This concludes the proof. O

This lemma provides us with a means for estimating the probability that the
imbalance assumption is satisfied. Note that the lemma is based on the hypothesis
that the system was not in a state of imbalance when a period began.

Let us now compute a bound on the following probabilities

[{Zd” 1= D distp-1 = djsp- 1[1 i G’”zo]

i#] i
for all warehouses j. Note that the random variable
o
X; —Zdltl_zdthrDl_ jt+D1|:1 i l:|
i£j oj

is the sum of independent, normally distributed random variables and therefore

Zl

also has a normal distribution with expectation p - and variance 2 ) £ 0 2y

o; <1 + (1 - %) ) From Bonferroni’s 1nequahty,
J

m
P{X; > O(forall j)} > 1-) P{X; <0}
j=1
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Suppose we consider the case where the warehouse demand distributions are
identical. Thus p; = w and o; = o. Then the E[X;] = mu and Var[X;] =
m?a2, for all j. Thus

PX; <0}=P{¥5—§}=©(—§),

where ®(-) is the distribution function of a standard normal distribution. Suppose
@ = 100 and o = 10, yielding a coefficient of variation of .1. Also suppose that
m = 10. Note this would correspond to the situation where we are approximating
a demand process that is a Poisson process with a mean of 100 units per period
for each of the 10 warehouses. In this case,

m

1= P{X; <0} =1-10 ®&(-10) ~ 1.
j=1

As % decreases the quality of the approximation will decrease as well. Thus as
long as /o is large the imbalance assumption is quite reasonable to make.

7.2.1.2 System Analysis

In this section we establish methods for computing the desired system stock level,
s, and determining how stock arriving at the depot should be allocated among the
various warehouses. Let us assume the system operates in the following manner.

At the beginning of each period, as we stated, the depot places an order for
the total amount ordered by warehouse customers on the previous day. Next, the
orders placed previously (a lead time ago) arrive at the depot. The depot then
allocates this inventory to the regional warehouses. Then demands occur at each
warehouse and are satisfied to the maximum extent possible. Finally, holding and
backorder costs are incurred at the warehouses.

Let us define two random variables. First, let Yy represent the total system
demand over a depot lead time, that is

D m
H)::EE:E:thp

=1 j=1

Second, let Y; represent the demand at warehouse j over the replenishment lead
time of length A plus one period, that is,

D+A+1

Y; = 2: dj.

t=D+1

We will now see why the upper limitis D + A + 1.
Assume the system’s inventory position is s units following the placement
of a depot order in period 1. Then the net system inventory in period D + 1
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prior to allocating depot stock is s — Yy units. Furthermore, the net inventory at
warehouse j at the end of period D + A + 1, given an allocation of x; units in
period D + 1, has an expected value of x; — (A + 1)u; units and a standard
deviation of +/A + lo; units. This is the case because when units are shipped
from the depot to a warehouse in period ¢, they arrive at that warehouse at the
beginning of period ¢ + A. Suppose A is three periods. An allocation from the
depot in period ¢ arrives at warehouse j at the beginning of period 7 4 3. Demands
occurring in periods #,¢ + 1,¢ 4+ 2, and ¢ + 3 reduce the on hand stock level.
The warehouse’s allocated level, x;, at the beginning of period ¢ results in a net
inventory level of x; —dj; —dj;+1 — dj 42 — dj ;13 at the beginning of period
t + 4 or at the end of period ¢ + 3. Therefore the ending inventory at warehouse j
is reduced by the demand in A + 1 periods.

We have assumed that an imbalance of inventory among the warehouses will
not occur. Hence the s — Y units can be allocated in a manner that yields the same
probability of running out of stock a lead time in the future at all the warehouses.
This assumption implies that there exists a k such that

m
Y x = Z[(A—i— D +kvVA + 1o,-} =5,
= 7

with x; > 0. Then

Xj=A+Duj+G—Yo— A+ 1Y uoj/ > o
i=1 i=1

The random variable z; = x; — Y; measures the net inventory at j at the end of a
period.
Observe that

m
o
G=A+Duj+ 6 —A+DY ) =m—
i=1 Zi:] i

9j
- Yj—l-Yo-ZU_ .
i Oi

Hence z; has a normal distribution with mean

Elzjl = (A+ Dpj+ (s — (A+ DY p)

i=1 Zi i
B . m y Uj
((A+1),U«]+D;Mz o)
m o
=(—(D+A+1) m)-{m—’}
; D=1 0i

and variance
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o 2
Var[z;] = Var[Y;] + [—’} Var [Yo],
J J Zi o

since Y; and Y are independent random variables. But Var [Y;] = (A + l)cr/.2 and
Var [Yo] = D Y, 7. Consequently

2
o;
Var[z] = (A + 1)o7} +[W] ~D~Zai2.

Let FZJ. (+) be the distribution function for the random variable z;. Then the
expected per period cost at warehouse j is given by

o] 0
hf zdFZj(z)—i—bf zdFZj(z).
0 —00

But z; is a function of s and hence the expected cost per period is a function of s.
Note that the Var[z;] is independent of s, however.
We can write

o
Zj ZSﬁ—FC]—Z], where
i= 1
ci=A+Du; — (A—i-l)zu, T,aconstant,
i=1 i
and
O O; m
Z,-ij—i-Yo.Z‘/a'. E[Zj]:(A+1)ﬂj+ﬁ~D~ZMi
v ] i=
and

Var[z]]—Var[zj]—(A+l)a +[Z i| Za
i=10

Furthermore, let Fz, (-) be the distribution function for the random variable Z;.
The expected cost per period at warehouse j is then expressed as

5:0j/ YL oitc; oj
h/ (s-—+c-—z)dF.(z)
—00 Z;r;] Oi ! o

+b/ooa_ e <z— (s . ﬁ +c,)> dFz;(2).

ST
This is a news-vendor function which has its minimum occurring at

F il
(4O
“ >0

')=m~
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Since 7 has a normal distribution,

where

s +¢j = E@))

z
0z

(Z, -~ ’>[s—(D+A+1)Zl L]

Dy ]1/2
A 1 D .
[( DD Sy

S—(D+A+1)Z =1 Mi
1/2°
[+ (S o) + D 20 07

Observe that z is independent of the warehouse J and the optimal value for z, and
hence s, can be found by setting ®(z) = ;7 +h

We conclude this section by comparing the inventory position for three dif-
ferent resupply systems. The first is the one that we just analyzed. The second is
a system in which there is only one warehouse that satisfies all the demand. The
third system is a collection of m independent systems. There is no depot in the
third system.

Let us now consider the second system. In this case we assume the material
still moves through the depot to the single warehouse. Hence the total warehouse
demand per period is the sum of the individual warehouse demands as experienced
in the first system we studied. In this depot/single warehouse system, expected
holding and backorder costs are incurred D + A 4 1 periods after a depot order
is placed. The demand over this period of time is normally distributed with mean
(D+ A+ 1)>" | w; and variance (D + A + 1) Y/, 0. The lowest expected
per period cost is found by determining the value of z that satisfies ®(z) = ﬁ,
where, in this second case,

B s—(D+A+D Y1 wi
[(D+A+D Y 02"

In the third system, each warehouse j places its own orders and has its own
order up to level s;. To make a comparison, we assume the lead time for each
warehouse is D + A periods. Then the optimal value for z; satisfies

—(D+ A+ Dp;
(D+ A+ 1120

Zj =

Since ﬁ is the same for all warehouses, z; = z for all j.
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Let us now compare the values of s for these three systems. For the first sys-
tem, which we examined in detail,

S0 AEDY +z{Dia}+(A+1)(Zaj)2}”2.
=1

j=1 j=1

For the second system, in which demand is concentrated at a single location,
m m 5 172
s=(D+A+DY u; +z[(D+A+ I)Zo,} :
j=1 j=1
For the third, and completely decentralized system,

m
s=) sj= Z[(D+A+ Dpj+2(D+ A+ 1)‘/201]
j=1 i=1

~

m m
=D+A+DY pj+z- D+A+D2Y o
=1 =1

We see that the order-up-to level, or inventory position, and hence the safety
stock requirements are dependent on the resupply system’s structure. The safety
stock requirements are clearly greatest for the decentralized system and lowest
for the completely centralized system, that is the single warehouse system. The
depot and multiple warehouse system requires more safety stock than the single
warehouse system and less than the totally decentralized system. The degree of
these differences will depend on the system parameters and particularly on the
values of D and A. When D is significantly greater than A, the effect of complete
and partial centralization or pooling is the greatest. Let us consider two examples.

First, suppose m = 10,0; =0 =4 and D = 10 and A = 5. Further suppose
z = 1.25. Then

safety stock for the totally centralized system = 1.25 - [16-10-16]'/? =
63.25,

safety stock for the depot/warehouse system = 1.25[10~ 10-16+ 6[10~4]2] 12

= 105.83,
safety stock for the total decentralized system = 1.25[161Y/2 .10 - 4 = 200.

Clearly the cost of decentralization, in terms of safety stock, is substantial. Ob-
serve that the depot/warehouse structure requires about 167% of the safety stock
level needed in a completely centralized system.

Second, suppose D = 45 and A = 1 and all other parameters are the same as
in the first case. Then

safety stock for the totally centralized system = 1.25[47-10-16]'/2 = 108.40,
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safety stock for the depot/warehouse system = 1.25[45-10-16+2[10-4]?] 12
= 12748,

safety stock for the decentralized system = 1.25[47]'/2 .10 - 4 = 342.78.

Again we observe that pooling has a very beneficial effect. We also see that when
D is much greater than A, the depot/warehouse safety stock requirements are
closer to those needed in the totally centralized system. In this example, the depot
warehouse system requires about 17.6% more safety stock than does the com-
pletely centralized system. Both of the systems in which pooling exists require
roughly a third of the safety stock required when operating a completely decen-
tralized system.

The reduction in safety stock that results from pooling and operating multi-
echelon systems can be substantial. These inventory reductions justify the fixed
and operating costs incurred when running depot/warehouse systems. Transporta-
tion costs are often reduced when operating depot/warehouse systems, too, since
larger shipments over long distances normally result in lower per unit shipping
costs.

7.2.2 A Continuous Review Three Echelon Pooling Environment

We now study a three echelon system that consists of a set of locations at which
demands for parts occur, which we call bases, a set of locations that resupply
groups of them, which we call intermediate stocking locations, and a depot that
is responsible for resupplying the intermediate stocking locations as needed. This
system is an extension of the one discussed in depth in Chapter 5. In the ensuing
discussion we will assume that the items are called LRUs to match our earlier
discussions, and that demands at bases correspond to removals of failed LRUs
from an aircraft. Furthermore, failed LRUs are sent directly to the intermediate
stocking facility that is responsible for resupplying the base. That facility is re-
quired to send a serviceable unit to the requesting base as soon as one is available.
Once the failed unit arrives at the intermediate stocking location, a determination
is made as to whether or not it is capable of being repaired there. If it is, the unit
is repaired there; otherwise, it is sent to the depot for repair. In the latter case, the
depot sends a serviceable LRU to the intermediate stocking location as soon as
one is available.

The decision as to where the repair will take place is assumed to depend only
on the nature of the failure, that is, the failure mode. Thus we are assuming that
the location at which repairs are made depends only on the technical attributes of
the failure and not on the workload at a location at the particular moment when
the repair is required.

In all cases, shipments of LRUs from the depot to intermediate stocking loca-
tions and from intermediate stocking locations to bases are made on a first-come,
first-served basis. No prioritization of shipments based on perceived immediate
need of the intermediate stocking locations or bases is considered when making
allocation decisions.
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We also assume that lateral resupply among bases and among intermediate
stock locations is not permitted.

While neither the first-come, first-serve nor the lateral resupply assumptions
are likely to hold in practice, we will make these assumptions. In fact, if lateral re-
supply among several bases is the norm, then the collection of these bases should
be considered to be a single base in the model. Later in this chapter we will di-
rectly address the lateral resupply possibilities.

We observe that these assumptions should provide a conservative solution.
That is, actual performance should be at least as good as the model predicts given
proper prioritization practices are undertaken when allocating inventories at ei-
ther the depot or intermediate stocking locations. Performance should also be
enhanced if lateral resupply is performed in practice.

Finally, we assume that failures of LRUs at the base level occur according to
independent Poisson processes. That is, failures of all LRU types are independent
among LRU types and among locations.

7.2.2.1 System Operation and Definitions

The structure of the system we are examining is given in Figure 7.3. We assume
items are managed independently so we will focus on a single LRU type.

A B;
| 1 |
4 7\’ . 4 A 4 w.p. i J
Aircraft| Y | Basej |..... N Irllfermf_:diate ISR Iliterm?dlate
i ocation i : ocation i
Failures Stock B Stock : Repair
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A’ : |
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Depot i 1-r; | Depot
Stock Tttt * Repair
|

! D
Fig. 7.3. A Three-Echelon Resupply System

Removals at base j, which are resupplied by intermediate stocking location i,
occur at a rate of A;; units per day. As mentioned, the removal, or failure, process
is a Poisson process. Each failed unit is sent to the appropriate intermediate stock-
ing location immediately when the failure occurs (no batching of failed units is
allowed). Thus the arrival process of failed LRUs at intermediate stocking loca-
tion 7 is a Poisson process with rate jel Mijs where /; is the set of bases supplied
by intermediate stocking location i. The probability that a failed unit arriving at
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intermediate stocking location i is repaired there is denoted by r;. Hence the ar-
rival process to the repair facility at intermediate stocking location i is a Poisson
process with rate r; Y jer, 2ij- Similarly, the arrival process of units requiring re-
pair at the depot is a Poisson process with rate ) (1 — r;) stl,— Aij units per
day.

The average depot repair cycle time for units ultimately requiring depot repair
is denoted by D. This time includes the time required to transport defective LRUs
to the depot plus the average time it takes to repair the LRU once the unit is entered
into the repair process. Repair times at the depot are assumed to be independent
and identically distributed. D is measured in days.

Next, let B; be the average LRU repair cycle time given the unit is repaired
at intermediate stocking point i. B; includes the time to detect a LRU failure
at a base, pack, transport it to location i, and perform the repair operations at
intermediate stocking location i. B; is measured in days.

We let A; be the average order and ship time for a unit from the depot to
intermediate stocking location i (not counting any waiting time for the availability
of an LRU at the depot). A;; is the average order and ship time to base j from
intermediate stocking location i given stock is available at intermediate stocking
location i. Both A;; and A; are measured in days.

Finally, we let T;; represent the average resupply time for an LRU at base j in
the group of bases supplied by intermediate stocking location i.

The structure we have discussed is of practical importance in cases where A;;
is much smaller than A;. As we discussed in the previous section, if they are of
roughly comparable values, there is less advantage from an inventory viewpoint
to having a three rather than a two echelon resupply system. In fact, the three
echelon system could require significantly more inventory.

As we mentioned in the previous section, three echelon systems often exist
when A;; is a day or so, A; is a week or more, and repair resources are expensive
and relatively scarce. Although the model we will propose is a stationary model,
three echelon systems are also of practical importance when it is uncertain as to
which base or bases may have higher activity levels (and failures) for short periods
of time. Thus the intermediate stocking point, and its associated repair facility,
provides the flexibility needed to respond to highly dynamic requirements.

Although we have described the system assuming repair occurs following the
removal of a defective LRU from an aircraft, the model could also represent sit-
uations in which there is no repair and all replenishment comes from an outside
source. In this case D represents the average procurement lead time, A; and A;;
the average transportation and handling times, and r; = 0.

7.2.2.2 Optimization Problem

The model we construct establishes stock levels for each location so that the av-
erage total number of outstanding LRU backorders across all bases and all LRUs
is minimized subject to an investment constraint on LRUs. While this backorder
objective is only a first order approximation to maximizing aircraft availability, it
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is an accurate approximation and is highly mathematically tractable, as we have
already discussed.

We will now develop the mathematical model.

Let s;; represent the LRU stock level at base j, jel;, where i supplies j.

Let s; represent the LRU stock level at intermediate stocking location i, and
so represent the depot LRU stock level.

As in the two echelon model, we must construct the average resupply time
equation which, for example, we use to express the effect of stocking inventory
at the intermediate stocking location and the depot on the average base resupply
time.

Let

T;; = average LRU resupply time for base j, jel;
= A;j + expected delay due to shortages at i.
But, this expected delay, which we denote by &(s;), is expressed as

5Gs1) average number of outstanding intermediate stocking location i backorders
5i)= .

intermediate stocking location demand rate

If B; (s;) represents the average number of backorders outstanding at intermediate
stocking location i at a random point in time, then

Bi(si)  Bi(si) where J; — Z/\ij-

3(si) = = ,
D jer; M Ai 7

Our goal is to compute the average number of base j backorders outstanding
at arandom point in time. To do this, we must establish the probability distribution
for the number of units in the resupply system. We let X;; be this random variable
for base j, jel;.

Then

E[X;j] = Aij Ti;

B (s;)
=)»ij(Aij+ y )

Furthermore, we compute the variance of the number of units of the LRU in re-
supply at base j, jel;, as follows.

Suppose N; represents the number of backorders existing at the intermediate
supply point i at some point in time. Then, based on our assumptions, the proba-
bility that N;; of them correspond to failures (and orders) at base j, jel;, is given

by
n; A\ PPN
= =nd= () (5)(=51)
4 i

The expected value of N;;, given s;, is




164 7 Lateral Resupply and Pooling in Multi-Echelon Systems

Aij
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E[Nijlsi]
)\."
= A—li’Bi(s,-).

The variance of N;;, given s, is
2
Var(Nl-jls,-) =F I:lej|sii| — [E [Nijlsi]]
2
= E[N}Isi] - 1Bl [7’] :
To determine the variance of N;; given s; we compute

e, ]

2
= Ey; VarNi/. (N,'j|Ni) + (EN[_/. [Nij|Ni]) :|
[ (i Aij AN
=En N ()12 )N
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as we did earlier in Chapter 5. Hence

E[N}Isi] = E,

>,

>|>’
-~ ~

. Aij Aij 2ij\°
Variance (Njjls;i) = — (1 — — | Bi(si) + | — ) Var (NVils;).
A A A

However, B; (s;) depends on the depot stock level, since
T, =riB; + (1 —r;)(A; + depot delay (sp)).

Then §; (sg) = expected depot delay given depot stock sg = %, where By (sg)
represents the average number of outstanding depot backorders at a random point
intimeand Ao =Y, (1 — r;) Zjdi %ij. Therefore

Bo(so)
A

TiZ[AH- i|(1—ri)+’”iBz

and
A
AT =ridiBi + 4 (1 —rp)A; + (1 — ri)k_OBO(SO)-

As we just computed for each base, we need to compute the first two moments of
the probability distribution for the number of units in resupply for the intermediate
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stocking location. This calculation is made in exactly the same manner as was
done for the random variable N;;. The details can be found in the discussion of
the two-echelon case.

Hence we have the machinery in place to estimate the first two moments of the
probability distributions for the number of units in resupply for both the base and
intermediate stocking location. The probability distribution of the number of units
in resupply is approximated by a negative binomial distribution with parameters
estimated using the computed moments.

The optimization problem we will solve for a single LRU type is as follows:

f(b) = minimize Z Z Bij(sij)

i el

s.t. Z{Zsij+si}+50=b (7.9)

i el

Sij, 8i, So nonnegative integers,

where b represents the total available stock of the LRU. In fact, rather than solving
Problem (7.9) for a single value of b, we would solve it for a broad range of values
of b so that the function f(b) can be constructed, as we did in Chapter 5.

Suppose we restrict soeSp, s;€S;, where Sp and S; represent the sets of values
that would be considered for the respective variables. In principle, we would have
to look at all possible combinations of stock levels in these sets to obtain an opti-
mal solution to Problem (7.9). This is the case since, as we have seen, B;;(s;;) is
a function of s;;, s; and so and hence the objective function is not separable. Fur-
thermore, it is not necessarily convex either. Hence an exhaustive search would
seem to be necessary.

However, this is not the way we would propose to solve this problem. Suppose
weseta = > ;si+soand } ;> ;.. sij = b — a for some values of a and b.
The question is how should we select the values of the s; and sy variables so
that )", s; + so = a. We propose the following method for obtaining the desired
partition of the available stock a among the intermediate stocking locations and
the depot.

Select the values of the variables s; and sp so that the expected delay in re-
sponding to base level resupply requests is minimized. That is, solve

minZZkin}j = ZZM,‘(AU + w>

i jel; i jel;

2D ki

i el

UD 3 PIE] IO

Jeli

constant + Z Bi; (si|s0)
i
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subject to ), s; + so = a, where s0€Sp, s;€S;. Then for all 5o€Sp, we obtain

g(s0, @) = min ) _ B(silso)

E §i =a—3S0
i
SiES,'.

Since B(s;|so) is convex in s; given sg, a marginal analysis method can be used to
obtain the optimal allocation of the available stock, a —so, among the intermediate
stocking locations.

Once the values of g(sg, @) have been obtained for all speSy and for a range
of values a. We can determine

g(a) = min g(sg, a). (7.10)
50

The function g(a) may not be a convex function of a.

The solution to problem (7.9) is found using knowledge of the optimal values
of 59 and s; for each value of a, that is, those values that yield g(a). Observe that
problem (7.9) can be written as

f) = Clgugl‘ [manBlj(slj) Zzsu =b- (Z Si +SO)]

S()ES(),S,‘GS,‘ i JGI SU—O 1

We find an approximate solution to this problem by solving the following set of
problems. For each a = ) s; + so in an appropriate range, use the allocation
found when solving problem (7.10) to compute 7;;, and hence B;;(-). Then solve

h(a) = mlniZZBU(su) ZZs,j_b—a} (7.11)

jel; i jel;

The solution to problem (7.11) can be found using a marginal analysis algorithm
since the objective function is the sum of convex functions, B;; (s;;).

The function & (a) will likely not be a convex function. Hence we would con-
struct the greatest convex minorant of this function, call it ﬁ(a). These functions
would then be used to solve the multi-LRU problem using another marginal anal-
ysis algorithm, which is similar to the one employed in finding the solution to the
two-echelon, multi-LRU problem that we discussed in detail in Chapter 5.

7.3 A Multi-Echelon Periodic Review Pooling Environment
We continue our investigation of lateral resupply and pooling by analyzing a peri-

odic review tactical planning problem for a three-echelon, repairable-parts service
network characterized by an uncapacitated repair facility and local opportunities
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for inventory pooling. As was the case for all of the tactical planning environ-
ments examined previously, the central planning problem is to determine the opti-
mal level of total system stock for each part. Once the stock has been acquired, its
location in the system, and the resulting service performance of the system, will
be managed by employing a real-time execution system such as one of the types
discussed in Chapter 10. The more effective this execution system is at manag-
ing repair and distribution, the less total stock will be required. Consequently, it
is important to capture the possibilities for dynamic optimization when planning
total stock levels. Furthermore, because of the large number of parts in such sys-
tems, computational efficiency in performing any inventory planning function is
a critical concern. Specifically, there is always a balance between computational
requirements and modeling complexity. The method we present in this section is
a balance between the two concerns. The model we will discuss can be solved
in time that is n log(n), where n is the number of part number-location combina-
tions. In Chapter 8, we extend the ideas presented here to the situation where the
depot repair capacity is limited.

7.3.1 Multi-Echelon Repairable Parts System with Central Repair

The three-echelon distribution and repair system for repairable parts that we will
study in detail is depicted in Figure 7.4. The system consists of a set of inventory
pools, each of which contains a number of stocking locations called bases; a set of
intermediate stocking facilities, each of which resupplies a set of inventory pools;
a depot, which resupplies the intermediate stocking facilities; an uncapacitated
depot repair facility, at which defective parts are repaired and, once repaired, are
sent to the depot stocking location; an external supplier, which provides inven-
tory to replace parts that have been condemned; and third party emergency supply
sources. As before, we refer to the recovery, identification, repair, and replace-
ment processes as the resupply system. The bases, pools, intermediate stocking
facilities, and the depot are referred to as the distribution system. The third party
emergency supply sources are viewed as a separate system.

The central planning decision to be made is the number of units of each item
type to have in the system. We assume that the repair capacity is such that the re-
pair cycle times are independent and identically distributed for all parts of a given
item type, and independent across item types. The model developed in this sec-
tion addresses only the optimal stock level for a single item type for a given repair
cycle time distribution, since there will be no constraints in which items interact
in our model. We focus on the finite repair capacity case in which interactions do
exist and propose methods to allocate this capacity in a multi-item-type environ-
ment in Chapter 8. Although the model will set target base stocking levels at each
location, that is of secondary concern. Our goal is primarily to establish a desired
level of system stock for an item given the possibilities of pooling. Real-time
allocation of inventory is the subject of our analysis in Chapter 10.

We begin by assuming that the arborescent resupply network is predetermined
and that the cost of a customer shortage is known at each location. We assume that
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the system operates in the following manner in each period. Demand for parts
arises randomly at bases and is satisfied out of that base’s stock, from another
base’s stock within the same pool, from a pool within the same subsystem, or
from the base’s intermediate stocking location, depending on which location has
stock on hand. If none do have stock on hand, then stock is obtained immediately
from an external emergency supplier at a cost. While bases within the same pool
share inventory to satisfy demand, they do so at some cost. The inventory pools are
a collection of bases that are within close proximity of each other (e.g., less than
two hours travel time from each other). Associated with each demand for a part is
a failed unit that enters a recovery process, which includes defect-identification,
transport, and a decision of whether to repair or condemn the unit. If the decision
is to repair the unit, then the unit enters the depot’s repair cycle. Replacement
orders for condemned units are placed with an outside supplier.

Once the system is operating, the units that have been acquired are either in
the distribution system or in the resupply system; that is, they will either be in a
serviceable or reparable status. Optimizing the total system stock requires model-
ing the operating characteristics of both the distribution system and the resupply
system. Our model treats these operational problems as dynamic optimization
sub-problems. We assume that transportation times within the distribution system
are very short relative to the purchase and repair cycle times experienced in the
resupply system. For many high-cost, low-cubic-volume items such as electronic
components, air freight is economical and distribution transportation times from
an intermediate stocking facility to a base are measured in hours. On the other
hand, lead times for repair or re-manufacturing processes are often measured in
weeks or months. Consequently, the distribution system can react to changes on
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a time scale that is much shorter than the repair and procurement system. For
simplicity, we assume, as we said earlier, that all emergency transport in the dis-
tribution system happens instantaneously at the end of a review period. However,
the review period is not assumed to be so short as to negate any concern for po-
sitioning stock close to the customer. We also assume that reallocation of stock
within a region (i.e. an intermediate stocking facility and its associated inventory
pools) occurs instantaneously at the beginning of a review period and occurs at no
cost. This assumption is equivalent to the imbalance assumption we made earlier
in this chapter. More will be said about this point as we proceed.

In setting total system stock levels, we further assume that the distribution
system is managed dynamically to balance the distribution of available stock for
best effect. That is, rather than using simple first-come, first-serve allocation poli-
cies, the real-time management system allocates available stock to optimize the
tradeoff between inventory holding costs and customer shortfalls over the course
of a planning horizon. Such a high degree of management attention on the oper-
ation of both the distribution and resupply systems can be justified for high-cost,
low-demand-rate items as studies by Scudder [214], Scudder and Hausman [215],
Pyke [198], Evers [81, 82] and others have demonstrated. This approach requires
an integrated implementation of both planning and execution models. In this sec-
tion we describe the first step of the optimization-based planning and execution
process. The second step is discussed in Chapter 10.

7.3.2 Linking Resupply and Distribution

Our approach is to develop a cost model based on the steady state probability
distribution of the number of units in resupply for a single item. Resupply consists
of three processes: recovery and transport, replacement, and repair. Assume that
the repair/replace decision is made prior to the unit entering the repair cycle, as
illustrated in Figure 7.4. Let Vp denote the number of units in the depot repair
cycle system in steady state; and let Viy denote the steady-state number of units
of this item on order for replacement from the supplier. We assume that demands
occur at bases according to independent Poisson processes. Hence, Vp and Vi are
independent random variables. Let V denote the total number of units in resupply
in steady state:

V=Vs+Vy. (7.12)

The stationary probability distribution of V is thus a convolution of two station-
ary distributions. Since we assume a Poisson demand process and independently
distributed repair cycle and procurement lead times, the steady state distribution
of Vp + Vy is also a Poisson process. Let A denote the system demand rate for
units of the part at the bases and let » denote the probability that a unit will be
repaired and (1 — r) the probability that the unit will be condemned. Let 7" be the
average depot repair cycle time and let U denote the average supplier lead time
for replacement orders. Then the stationary distribution of Vp + Vy is a Poisson
distribution with rate ¥AT + (1 — r)AU.
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Let s > 0 denote the total planned inventory in the system, both service-
able units and units in resupply. The tactical planning model focuses on deter-
mining the optimal value of this static decision variable. Let R denote the to-
tal distributable physical inventory in the system, that is, R = (s — V)1 . Let
X = (V — 5)™ be the number of units in resupply in excess of planned inventory.
The steady state distributions of R and X can be derived from the value of s and
the stationary distribution of V. We will develop a cost model based on R and X
that can be optimized through the appropriate choice of s.

The remainder of this section is organized as follows. We first develop a model
for the optimal allocation of available stock in a two-echelon distribution system
with local opportunities for inventory pooling and external emergency resupply.
This analysis yields a cost function which is then used to construct a model for the
optimal allocation of stock in a three-echelon distribution system. This analysis,
in turn, yields a cost function to describe a model for determining the optimal level
of system inventory. We show how to disaggregate the optimal system inventory
level into target stock levels (inventory positions) at all locations. We observe
that the cost function can be computed in time that is n log(n) in the number of
locations.

7.3.3 Optimal Stock Allocation for a Two-Echelon System
with Inventory Pools

Let W denote the set of two-echelon subsystems within the overall distribution
system. Each subsystem consists of an intermediate stocking facility and a collec-
tion of inventory pools supported by this facility. Let w € W index the individ-
ual subsystems. We temporarily focus on a single subsystem and hence suppress
the index w from all variables. We will now develop a single-item, single-period
model for optimally allocating the physical inventory among this subsystem’s
stocking locations.

7.3.3.1 Subsystem Structure, the Pooling Assumption,
and Penalty Costs

Let P be the set of inventory pools served by a subsystem’s intermediate stocking
facility and let B, be the set of bases within pool p, p € P. The subsystem is
supported by a real-time parts location information system from which knowledge
of on-hand stock at each base is available.

The order of events in a review period within this subsystem is as follows. At
the beginning of the period, the total subsystem stock available for distribution
is known and a decision is made to redistribute this stock among the different
facilities in the subsystem. The redistribution of stock takes place before demand
is realized. Demand for stock is then realized at the various bases, and lateral
resupply or other emergency resupply actions and costs are incurred to satisfy
these demands. All demands are assumed to be satisfied by the end of the review
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period. Three types of emergency shipments are possible, each with different cost
consequences:

1. Allocate in-pool base stock to the needy base: let the cost of a transfer be-
tween bases within the same pool be denoted by b”.

2. Allocate out-of-pool base stock to the needy base: let the incremental cost of
transfer between pools, within the same subsystem, be denoted by »". This
is also the cost of transferring a unit from the intermediate stocking facility
to the pool. When a within subsystem transfer of this type is initiated, the
penalty cost of b" is incurred and is added to the in-pool cost b of getting
the part to the needy base.

3. Out-of-subsystem allocation to the needy base: sometimes the required part
is not in stock anywhere within the subsystem and an emergency resupply
is required from an external supplier in the region. Let the incremental cost
of an emergency shipment of this type to this subsystem be denoted by 5°.
When this type of transaction is initiated, the per unit cost b is incurred and
is added to the emergency cost to get the part to the pool and base; that it, it
is added to b™ + b?. Note that b€ is also incremental to the regular transport
cost to provide a unit to the base from the intermediate stocking facility.

Each of the three identified costs, b7, b™, and b°, is assumed to include not only
the incremental transportation cost but also an imputed penalty for the incremen-
tal customer waiting time (for the use of a more remote source of supply). The
value of b* also accounts for the reduction in holding costs incurred at another
base as a consequence of the lateral resupply transaction. Similarly, b° reflects the
adjustment to the holding costs.

7.3.3.2 Stock Allocation Decisions

Let Rf be the stock allocation to base j, j € B, and let R? = ZjeBp R?,
the stock allocation to pool p. Let R (that is, R" with the subsystem superscript
suppressed) denote the total physical stock level available for allocation in the
subsystem at the beginning of a review period. Given R, we must choose stock
level allocations consistent with this total:

ZRP < R; and
peP

D> RI=RP.VpeP.
JEB)p

The difference between R and }° . p R” is stock that is retained at the subsys-
tem’s intermediate stocking facility. As mentioned earlier, redistribution during
the review period resulting from these allocation decisions is assumed to take
place before demand is realized.
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7.3.3.3 The Backorder and Inventory Imbalance Assumptions

Denote the net inventory at base j at the beginning of the review period by I P for

j€Bp,andlet I? =3 jeB, , the net inventory of pool p. Since we assume
lead times are so short within the subsystem, we assume that no stock is in-transit
to a base at the beginning of a review period. Recall that we assume that there
are no backorders: 17 > 0, for all p € Pand j € B),. The cost of eliminating
backorders through emergency replenishments is captured in the cost function.

A feasible allocation is one satisfying Rp > I P vje B),; otherwise, the al-
location will imply costly transshipments to redress imbalances. In an execution
model, that is, one that is used for real-time allocation of system stock, we cannot
ignore these constraints. However, in a planning model used to set base stock pol-
icy parameters and target system inventory levels we do ignore these constraints
when review periods are short. As we stated previously, this imbalance assump-
tion is the same assumption that we made earlier in this chapter. Henceforth in this
planning model, we ignore the current state of net inventory within and among the
pools and assume that material is balanced across locations for a given amount of
subsystem inventory. The state of the system is therefore the total distributable
inventory of the subsystem, R.

7.3.3.4 The Allocation Optimization Problem

Assume holding costs do not differ by base. Consequently, how R? is allocated
to the bases does not affect the total holding cost; however, the allocation will
affect internal shortage costs. Let Dp denote the demand for service parts at base

J € B for one review period. Let C L (Rp ) denote the expected base-to-base
lateral resupply cost for base j € B, glven an initial allocation of Rf to base j:

+
CY(R?) = bPE [(Dj? - Rj?) } . (7.13)

Let 4?7 denote the incremental holding cost of storing one unit for one review
period in pool p, over the cost of holding that unit in the subsystem’s intermediate
stocking facility. We charge holding costs on inventory balances at the end of the
review period. Let D? denote the aggregate demand in pool p for one review
period. Let C”(R?) be the minimum total expected pool cost for pool p for one
review period:

CrRPy = WP E[(RP = p?) |+ b7 E (D7 = RP)'] 14y

+ min § CP(R") .
5.0.Y cp RI=R? | o
I 2ijesp X jeB,
RY>0, integer, ¥jeB,

Two additional costs need to be considered: the cost of emergency shipments
from outside the subsystem and the cost of holding inventory held at the interme-
diate stocking facility. Let D" denote the random variable for aggregate demand
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in the subsystem for one review period. Let 4" denote the incremental cost of
holding one unit of inventory in the subsystem for one review period, over the
cost of holding it in inventory at the depot for one period. It does not include
the incremental cost of holding inventory in the individual pools, which are cap-
tured by the h? parameters. Let Cy,(R") denote the expected cost over one review
period for subsystem w assuming we begin the review period with RY units of
distributable inventory in the subsystem and this inventory is allocated optimally.
That is:

Cu(R") = W E[(R” = D) [ +b¢E (D" = R")']  (15)

2, CPERN) .
s.t. ZpEPw RP<RY™ pepv
RP>0, integer peP"

+

Remember, we assume that the shipments required to achieve the optimal dis-
tribution of inventory within the subsystem are performed instantaneously at the
beginning of the review period. The expected cost of transporting regular replen-
ishments to a base, which does not depend on the stocking policy, can therefore be
ignored. Recall that the cost of lateral resupply to address imbalances at a period’s
beginning are also ignored in our tactical planning model.

Observe that Cy, (RY) involves a nested optimization of convex newsvendor-
style cost functions, which are not difficult to calculate. We use this function to
approximate the cost of operating a subsystem rather than using a much more
complex model to represent the dynamic behavior of an optimization-based in-
ventory management execution system.

7.3.4 Optimal System Inventory

In this section, we consider the set, W, of all two-echelon subsystems.

7.3.4.1 The Relevant Cost of Subsystem Inventory

Let R” denote the physical inventory in subsystem w at the beginning of a review
period. This includes inventory at each location within the subsystem plus any
inventory in transit to the intermediate stocking facility plus any stock that is being
allocated for shipment into this subsystem from the depot in the current period.
Let A, denote the lead time to ship units from the depot to the intermediate
stocking facility w, and let Df{w denote the random demand that occurs over this

— +
lead time. Thus, (Rw — DK“) is the physical inventory available to subsystem

w at the beginning of the period that follows the transport lead time, including the
current allocation. The relevant cost for the allocation decision is:

cy (R")=kE [cw ((E“’ - D%Y)] , (7.16)
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the expected one-review period cost for subsystem w based on the distributable
inventory that will be in the subsystem after A,, periods. This expression is correct
because we assume that any inventory that is obtained from an external supplier
to meet an emergency demand in this subsystem during the lead time A, is with-
drawn from the new allocation, R, and sent to the external supplier that provided
the emergency stock.

7.3.4.2 The Distributable System Allocation Problem

The variable R” denotes the total distributable inventory of the system: it equals
the sum of the inventory levels in each subsystem, ) _w R", after allocation,
plus inventory that is retained at the depot. As in the lower echelon models, we
continue to assume that this allocation can be made without regard to the possibil-
ity of inventory imbalance in the different subsystems, including units in transit
to the subsystems.

Let 10 denote the base cost of having one unit of inventory in the distribution
system for one review period, and D° denote the total system demand that occurs
over the next review period, a random variable. Furthermore, let C 0 (RO) denote
the expected distribution system cost over one review period of beginning a review
period with R units of total distributable inventory, assuming this inventory can
be allocated optimally among the subsystems and depot. That is:

CO(R%) = KE [(RO — Do)q (7.17)

. —w
+ min { E Cfu (R ) }
_w U
7‘5""" Zy:eW R SRO weW
R" >0, integer wew

7.3.4.3 The Single-Period System-Wide Cost Function

We have assumed that backorders at bases are satisfied immediately from an out-
side source. We further assumed that these units are on loan and are repaid with
units that complete the resupply process. This assumption ensures that total dis-
tributable physical inventory equals planned inventory in excess of units in resup-
ply; that is, R® = (s — V)*. Hence, X = (V — 5)7 represents the number of
units in the resupply system in excess of system stock. The event that X > 0 will
be rare due to the shortage costs. Nonetheless, we must account for this event in
our cost model.

Each unit-loan was charged a cost when it was first incurred, as captured in
(7.15). Let b denote the per-review-period loan cost, charged for each review-
period that the unit-loan is outstanding. Then the single-review-period, system-
wide cost is given by C?(R%) + b X. We ignore the inventory holding cost of
units in repair, replacement, and transit in this model. Since the inventory policy
cannot affect the resupply process, this holding cost is irrelevant to determining
the economically optimal value of s.
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Let G (s) denote the expected steady state one-review period system-wide cost
given a total system stock level, s. Then, using the probability distribution of V,
we can compute this function as:

G(s)=E [CO (=) +B(V - s)+] : (7.18)

The cost function G (s) is the objective function for the central tactical planning
model. It is a single-period, convex, newsvendor-style objective that captures
tradeoffs among inventory holding costs, lateral resupply costs, and emergency
acquisition costs in a dynamically-optimized, three-echelon distribution system
with pooling. Furthermore, through the stationary distribution of V, this function
is sensitive to the design and management parameters of the resupply system.

We are now in a position to describe the optimal system inventory. Let s*
denote the total system inventory level that minimizes this cost. That is:

s* = argmin G(s).
5>0

It should be obvious that V is stochastically decreasing as T and/or U decrease.
Thus, system stocks will be nonincreasing as resupply lead times decrease.

7.3.4.4 Disaggregating System Inventory Targets

The model developed to this point provides an approach for determining optimal
system-wide inventory, s*, for a single part. In practice, it will be desirable to
specify target stock levels for each location in the system. This is easily done using
the allocation tools already developed. For example, denote the target base stock
level (i.e. target inventory position) for subsystem w by R"" and let (Ew*)wew
solve

min Z Cy, (R w).

—w
S0 S pew BV ey

R” >0,integer, weW

The residual, s* — Zwewﬁw*, is the target inventory to be held in reserve at

the depot. Similarly, for each subsystem w, set R*=R"" — E[ DY ,,Jand let the

EPlU’

min CP(RP)¢.

RP>0, integer, peP

target stock levels for the pools, (R” *)p solve

Finally, let the target stock levels for the bases, (RY™ solve

J )jeB,,’

min { Z C;’(R;’)}.
s.t. ZjeBp RJP=RP* jEBp
R_fZO, integer, Vj€B),
Observe that each of these problems has a convex objective function and hence
can be solved using a marginal analysis algorithm.
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7.3.4.5 Computational Complexity

In this section, we establish a bound on the computational complexity of finding
the value of s*, the optimal total system stock.

The algorithmic approach is to develop piecewise linear approximations to
each cost function. Let C‘" ), CP ), C ), C ( ), ol (-), and G( ) denote

the piecewise linear approx1mat10ns to Cf ), Cl’ ), Cy (), CAw ), C? ),
and G(-), respectively, for j € By, p € Py, and w € W. Let

rp_l.p p 14
rp = [rjo’rjl""’rjn(p,ﬁ}

denote the grid for the breakpoints of 5 P (), where n(p, j ) denotes the number

of points, less one, in the grid. We require r = 0 and r ;’n_l forn =
1,2,...,n(p, j). Let
p_|.p p p
= {CJO’le’ : "”jn(p,j)}

denote the breakpoints opr() i.e., c —Cp( )forn =1,2,...,n(p, J).

Similarly, define pairs of vectors (r?, c?), (ry, cw), (r}fw, ijx)w) , (ro, co) , and
(7, ¢) to denote the grids and breakpoints of CP ), Ew ), Ef\)w ), ol (-), and
5(~), respectively. Let ny,(p), ny(0), na(w), na(0), n(0), respectively, denote
the number of points in each respective grid, less the origin. Let 77 denote an upper
bound on the number of grid points in any of these approximations.

The piecewise linear approximations are computed by solving equations
(7.13), (7.14), (7.15), (7.16), (7.17), and (7.18) using previously computed piece-
wise linear approximations to cost functions on the right hand side of these equa-
tions wherever appropriate. We assume constant time algorithms exist to compute
the probability distributions and expectations required in each equation. Let M g
denote an upper bound on the number of locations that must be considered in any
of the pooling allocation optimizations (7.14):

MB = max max |Bp‘
weW pePy,

Similarly, let M p denote an upper bound on the number of locations that must be
considered in any of the subsystem allocation optimizations (7.15):

My = max | Py .
weW

Let M p = |W]|, the number of subsystems that must be considered in the system-
wide optimization (7.17). Let M denote an upper bound on the number of loca-
tions that must be considered in any of the optimizations:

M = max {MB,MP,Mw} .
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Let N denote the total number of locations to consider:

N=1+ Wi+ [P+ Y > [B].

weW weW pePy,

Proposition 1. Assuming constant time algorithms exist for computing the proba-
bility distributions required, the number of calculations required to compute G(-)

is O((1 + } 1ogy (W) N ).

Proof. O (ﬁﬁ) is a simple bound on the number of calculations to evaluate all the
gridpoints, excluding optimizations. By Proposition 2 in the appendix, the number
of calculations to perform the optimization in (7.17) is O ((1 +log, Mw)) Mwﬁ).
Similarly, the number of calculations to perform each optimization of the form
(7.15) is at most O((1 + log, (M p))M pt). There are My optimizations of that
form. Likewise, the number of calculations to perform each optimization of the
form (7.14) is at most

O ((1+logy (Mp)) M)

and there are at most My M p optimizations of that form. Assembling these facts,
we have that the number of calculations required to compute G () is:

o Ni+ (1 +logy (Mw)) Mwn + My (1+1log, (Mp)) Mpr
+ Mwﬁp (1 + log, (MB)) MBE

<O (Nn+3MwMpMp (1 +log, (M))7).

Noting that My M p M p is of the same order of magnitude as N , the result fol-
lows. O

Remark 1. Under the further assumption that M = ﬁw = Mp = Mg and that

M~ ﬁlﬂ, then the bound on the number of calculations is

O((1 + 1 log,(N))Nn).

This is the source of our claim that the optimization of total system inventory can
be performed in time that is # log(n) in the number of locations.

7.4 Appendix: The Allocation Optimization

We are given a set M = {1, 2,..., M} of locations and an augmented set My =
{0} U M that includes one location at a higher level. For each location m € My,

we are given a set of integer gridpoints r” = [r(’)” o ,T(m)} indexed by a

set Ny, = {0, 1, ...,n(m)}, satisfying r(’)” =0andr) > r;"fl, foralln > 0. At
each gridpoint, r)', form € M and n € N, we are given a function evaluation,
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cnt, of a convex function. We define a piecewise linear approximation to each

original convex function as follows. For each gridpoint, we compute a slope, ¢,
according to the following rule:

on . o
+ n
P s 1< n(m);
-~ + n
cm=1{" (7.19)
m__.m
|

By convexity of the original function, we have ¢’ > ¢, for all n > 0. The
piecewise linear approximation function for location m € M is given by Cy, () :

n(m)—1
Co)=cf + Y {1{,2,31} (rAPm, - r,’,")?ff} (7.20)
n=0

m “m
ez (r =72t Ty (7.21)

In addition, we are given a convex function f(-) defined on R™. The allocation
optimization is to find function evaluations, c?l, for all n € Ny, satisfying

=10+ min > Cnrm). (7.22)
rm>0, meM

ry integer, YmeM,;

—-0
ZmEM Tm=ry

The following marginal analysis algorithm can be used to solve the allocation
optimization:

Definition 4 (Algorithm AllocOpt).

. Foreachm € M, and each n € N,,, compute '521 using (7.19).
.Foreachm € M, set n*(m) <— 0 and r*(m) = 0.

. Set m* = argminyen {3}

SSetz < cmco -

. Set 08 <~ Z.

.Setn < 1.

. While n < n(0), do:

a) Setu < rd — rr?fl.
b) While u > 0, do:

i. If n*(m*) = n(m™) then set x < u; else set

NN AN =

.
X <—UuAn (VY’ZZF(m*)Jrl — r*(m*)).

ii. Setz < z+x '??*(m*)-

iii. Set r*(m*) < r*(m™) + x.

iv. If n*(m*) < n(m*) and r*(m*) = r,’l'i*(m*)H, then set n*(m™) <«
n*(m*) + 1.
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v. Set m* = arg min,, ey {’c‘n’”*(m)}.
vi. Setu < u — x.
c) Set ¢? « z.
d) Setn < n+ 1.
8. Forn=0,1,...,n(0), set ¥ < ¥ + (0.

Proposition 2. Algorithm AllocOpt terminates with a set ¢® = (c), _ No Satisfy-

ing (7.22) for each n € Ny, Assuming a constant time algorithm exists to compute
f(r) forany r € R™, algorithm AllocOpt requires

0((1 +log, (M) n(m))

meMy
calculations.

Proof. Observe that u, n, and r*(m), for all m, are integers throughout the algo-
rithm. Convexity of the piecewise linear functions (7.20) ensures that a marginal
analysis algorithm of the form AllocOpt can be used to solve (7.22). The outer
loop, step 7, is performed at most n(0) times. The inner loop, (7b), is performed
at most » ., n(m) times. This follows because on each loop either n*(m) is
incremented by one for some m, or u is set to zero and the loop is terminated.
The maximum number of times n*(m) can be incremented for any m is n(m).
The main optimization step, step 7(b)v, requires at most log, (M) comparisons,

provided the vector ¢ = (’c\f* (m)) is maintained as a heap. The number of
meM

other calculations, as in steps (1) and (8), is proportional to > n(m). m]

meM

Remark 2. Equation (7.22) requires a minimization subject to the constraint
> wem Tm = rl. It is trivial to extend algorithm AllocOpt to constraints of
the form Zm emm < r,? . One simply modifies the inner loop, step 7b, to read:
“While # > 0 and ’c\?*(m*) <0,do...”

7.5 Problem Set, Chapter 7

7.1. Verify that the equations for the stationary state transitions and the solution
to this set of equations, as given in equations (7.3-7.5), are correct.

7.2. Extend the analysis provided in Section 7.1.1 in the following ways. First,
suppose the system consists of a depot and 3 bases, where the demand rates are
unequal. When a demand arises at a base that is out of stock, the base that is
selected to resupply it is chosen randomly. All other assumptions made in Section
7.1.1 remain. Develop the lateral resupply model in this case.

Second, again assume the system consists of a depot and 3 bases, where de-
mand rates are unequal. Now assume when a lateral resupply request occurs, the
base having the maximum number of days of supply on-hand provides the stock
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to satisfy this request. Thus the inventory level at each base must be taken into ac-
count when constructing the steady state transition rates and equations. Develop
these equations.

7.3. When developing the probability distributions in Section 7.1.2.1, we assumed
that equation (7.8) provided an accurate approximation of the steady state proba-
bility that a base has a specified number of units in a backorder status at the depot.
Suppose there is a single pool in the system consisting of 5 identical bases. Ex-
plore the accuracy of this approximation. Accomplish this task by constructing a
simulation model, and then conducting an experiment to test the validity of the
approximation for a range of values of A and A.

7.4. The objective function in the optimization model described in Section 7.1.2.2
contains backorder and lateral resupply costs. The constraints limit inventory
investment and ensure that minimum stock levels are maintained. Suppose the
model is altered as follows. Suppose the objective is to minimize the sum of hold-
ing and lateral resupply costs subject to fill rate constraints at each base and within
each pool. Construct a model for this problem and provide an algorithm for find-
ing the base and depot stock levels.

7.5. Extend the single-item model presented in Section 7.1.2.2 to a multi-item
model. Replace the budget constraint in the single item model with a constraint
that limits total investment for all items at all locations. Provide an algorithm that
could be used to obtain the desired stock levels at minimum total cost.

7.6. Show that the function C; (s;|sg) discussed in Section 7.1.2.2 is convex.

7.7. An algorithm for finding depot and base stock levels is outlined in the fi-
nal paragraph of Section 7.1.2.2. Provide a formal statement of this algorithm.
Implement your algorithm using the following data: P = 2,¢ = 100,b =
lLLay = 2,40 = .1,s/ = 0fori = 1,2,5) = 2, B = 1000, A; = 2 for
i=1,2,D=3,n=2,n=3Ax =.1,A =2

7.8. The analysis presented in Section 7.2.1 is based on the “no imbalance” as-
sumption. Is this assumption a reasonable one to make when the demand process
is a Poisson process and the demand rates are low? What impact does making
this assumption have on expected costs? Answer these questions by constructing
a simulation and conducting an experiment.

7.9. The pooling environment described in Section 7.2.1 is based on the assump-
tion that demands are independent from period to period. As in Section 7.2.1, let
dj, be arandom variable describing demand at warehouse j in period . However,
let

djz =pjli+ej

where 1 is the expected long term average demand rate at warehouse j, L, is an
index random variable for period ¢ that is normally distributed with E[L;] = 1



7.5 Problem Set, Chapter 7 181

and Var[L,] = JLZ, and e, is the forecast error random variable for warehouse j
in period ¢, which has a normal distribution and E[e;;] = 0 and Var [e;,] = 01.2.

Suppose the demand correlation that exists among the warehouses and periods
is the following autoregressive process of order one:

Ll‘ = ULV[ +1
where
Vl = ClVl_l + ey,

and the error terms ey, are independent and identically distributed normal random
variables with Efey,] = 0 and Var[ey,] =1 — a®. What is the interpretation of
29
o
L'

Demonstrate that V; is normally distributed with E[V;] = 0 and Var [V;] = 1.

Thus show that L, also has a normal distribution with E[L;] = 1 and Var[L,] =
2
oj.

Suppose di = 3 djr = (ij=1 wi)L; + Z?Zl e ;. Then show that E[d;] =
> iy, and Var[di] = Q2T wp)rol + py sz_

Show next that the random variables dj; are not independent by showing that
Var [Z’}Ll dji]l # ZT:] Var [d].

Next, recall that D is the depot lead time. As earlier in Section 7.2.1.2,let Yy =
Z;D: 1 d;. Show that Yy has a normal distribution, with E[Yy] = ZtD: | ZT: M
and Var[Yy] = ZzD=1 Var[d,]+2) > Cov(d;, d,).

t>u
Remember when ¢t > u,

Cov(dy. dy) = E((Zu,-)L, +> ei) (Y )Ly + Zeju)) - (X w)
= = = = =1

= (ﬁju,»)zE[LzLu] (> )’

Show that E[L;L,] = crLE[V,V 1+ 1. But E[V;V,] = a'*. Using these
results, show that

m m m
2 4
Varlvol = 3 (30 woR + 3 02) 4202 3030 (3
t=1 j=1 j=I t>u j=1
D+A+1
Recall that in Section 7.2.1.2 we defined Y; = ), py1 dji- Thus E[Y;] =
YA Bl Ly 4 el = 25 10 = (A + 1)pe. Show that

D+A+1

Var[Y;] = Z (/,LJO’L+O’ ) + 207 ZZ u?a’ ‘.

t=D+1
u=D+1,...,D+A
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Suppose the coefficient of variation of the demand processes is the same at
each warehouse. Let ¢ be this common value, that is, ¢ = u?az + sz / wj which

in turn implies that ajz = b for some b > 0. Thus

c=,/o}+b or b=c*—o?.

Using these observations, derive results similar to those found in Section 7.2.1.2.
These results were shown in Erkip, Hausman and Nahmias [79].

7.10. The model developed in Section 7.2.2 was based on the assumption that all
depot stock was allocated to the warehouses in each period. Prove that when the
holding costs are the same at the depot and warehouses and that the imbalance
assumption holds, it is optimal to allocate all the depot stock to the warehouses in
each period.

7.11. Provide an outline of how the three echelon model and algorithm presented
in Section 7.2.2 can be extended to an N echelon environment.

7.12. Suppose we have a two-echelon, reparable parts service network. The upper
echelon, called the depot, resupplies the lower echelon locations, which we call
bases. Each demand arises at a base and is the result of a part failure. Part failures
at bases arise according to a Poisson process with rate A;; for part type i at base
Jj- Once a failure occurs, it is sent to the depot for repair, and the depot provides
inventory to replenish the stock. All failed units arriving at the depot are repaired
there within an uncapacitated repair facility. Furthermore, bases are grouped into
pools. If a demand arises at a base within a pool, and that base does not have
stock on hand, the unit will be laterally resupplied to the needy base. If no stock
is on hand at any base in the pool, then a third party will “loan” the needy base
inventory to meet its current demand. When the depot provides the replenishment
stock corresponding to a demand at a base, that unit of replenishment stock goes
to the base at which the failure occurred if the unit needed to satisfy the demand
came from that base’s inventory; otherwise, it goes either to the base that laterally
resupplied the base, or to the external source that loaned the base a unit of the
item.

Construct a periodic review tactical planning model for this situation. Use the
notation found in Section 7.3. State any assumptions that you make. Also, provide
an algorithm for obtaining the target stock level for each item at each location.
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Capacity-limited Systems

The analyses presented in the preceding chapters were based on the premise that
the resupply systems either had a reliable source of material (constant lead times)
or that repair cycle times were independent and identically distributed. Palm’s
theorem and its extensions were applied repeatedly to develop required probabil-
ity distributions. These distributions provided the basis for the tactical planning
models that were employed for finding the optimal system stock levels.

We will continue to construct tactical level planning models in this chapter.
However, these models will be based on the assumption that resupply is limited
by a capacitated resource. The presence of capacity alters the method of analysis
substantially.

Many models related to the tactical planning problem can be and have been
constructed when capacities exist. One type of model is based on a continuous-
time view. These models are often queuing-like models. These types of models
have a long history and are described in Buzacott and Shanthikumar [34], a series
of papers by Gross and various colleagues [104, 105, 108, 107, 110, 113], and
Nahmias [186]. Another type of tactical planning model is a variation of the peri-
odic review model presented in Chapter 7. These periodic review models are often
based on ideas presented by Prabhu [195, 196], Glasserman [95] , Glasserman and
Tayur [96, 97, 98], Tayur [247], and Roundy and Muckstadt [182, 206].

In the remainder of this chapter we will examine both queuing and periodic
review based tactical planning models. We will first focus on the periodic review
model. However, we begin by presenting some key results that provide the foun-
dation for the periodic review planning models. Specifically, we will develop the
concept of a shortfall random variable and will discuss how its probability distri-
bution can be constructed both in an exact and in an approximate manner.

8.1 The Shortfall Distribution

Let us introduce several important ideas by examining a simple capacity limited
production facility. Production decisions are made in each period of an infinite
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planning horizon. There is only one item being produced and demands for this
item are independent and identically distributed from period to period.

Assume that the system operates in the following manner. At the start of a
period we observe the demand for the single item. Based on that period’s demand
and the item’s current net inventory level, a production quantity is determined.
Production then takes place. The production quantity is limited to a maximum
of ¢ units, the facility’s per period production capacity. Whenever the demand ex-
ceeds ¢ plus the on-hand stock, we assume the unsatisfied demand is backordered.
On the other hand, if the demand is less than ¢ plus the on-hand stock, then all
customer demands are satisfied. After this production occurs, shipments are made
to customers. The final act in a period is to charge holding and backorder costs of
h and b dollars per unit held or backordered, respectively.

The optimal policy for managing this system is a modified version of the
(s—1,s) policy. Suppose s is our target inventory level. The modified (s—1,s) policy
states that we should produce to have s units on-hand after satisfying demand if
capacity permits; otherwise, produce c units, the system’s production capacity. As
long as there is positive probability that demand in a period can exceed c units,
then there is a positive probability that the production capacity in a period is not
sufficient to raise the period ending inventory to s. The amount by which s ex-
ceeds the actual period ending inventory level is called the shortfall. The shortfall
is a random variable. Our goal is to show how to compute its distribution.

The proof that the modified (s—1,s) policy is optimal can be found in Janaki-
raman and Muckstadt [140] and elsewhere. There are a number of authors who
have addressed problems relating to the system we have described and its multi-
echelon generalizations (e.g. see Glasserman and Tayur [96, 98]). We will first
show some general properties of this shortfall random variable and then focus on
the case where demand is described by a discrete demand distribution. We will
then examine the case in which per period demand is approximated by a con-
tinuous random variable. In the latter case, we will show how an approximate
probability distribution for the shortfall random variable can be computed.

8.1.1 General Properties

Let V, represent the random variable for the shortfall in period n. We assume that
the expected per period demand is strictly less than c. If this is not the case, then
the backorder quantity will grow without bound as n — oo with probability 1.
Suppose D, measures the demand in period n. Since E[D,] < c for all n, and
the random variables D, are independent and identically distributed, a stationary
distribution exists for the shortfall process. Let V represent this random variable.
Thus, in steady state, V = s — I, where [ is the period ending net inventory level.

Recall the sequence of events that occur in period n. The initial net inventory
I, is equal to s — V,,_1. Demand is observed, that is, D, is observed. A produc-
tion quantity is then determined which equals min {c, V,,_; + D, }. Note that if
Va—1 > s, then (V,—1 — s) backorders exist at the beginning of period n. At the
end of period n, the net inventory is s — V,,. If this quantity is positive, then there is
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stock on hand and is charged a holding cost of & dollars per unit; if negative, then
there are backorders which are charged at a cost of b dollars per unit backordered.
Figure 8.1 illustrates the evolution of the net inventory random variable.
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1 2 3 4 5 6 7 Time
Fig. 8.1. System Evolution of Net Inventory
Observe that

Vo = [Vac1 + Dy — ] (8.1)

That is, if the capacity is large enough to satisfy both the entering shortfall plus
the current period’s demand, then V,, = 0; otherwise V,, equals the difference
between the total requirement (V,,—; 4+ D,) and the production capacity (c).

We observe that V,, is independent of the target stock level s. Equation (8.1)
describes the period-to-period dynamic behavior of the shortfall random variable.
This behavior of V,, is illustrated in Figure 8.2.

8.1.2 Discrete Demand Case

Assume Vy = 0. Observe from Equation (8.1) that V, depends only on V,,_;
and D,. That is, it does not depend on Vy, ..., V,_». Hence we can model the
transitions of the shortfall process as a Markov chain. Specifically the transition
probabilities for this chain are as follows:

P{D <c—i}, j=0andi <c
pij=P{(Va=jlVai =i} = PD=c+(j—i)}, j>0,i<c+]
0, otherwise
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Fig. 8.2. Inventory Shortfall

Let P = [p;;] be the matrix of transition probabilities. Since we assume that
E[D] < c, a steady state distribution exists for the random variable, V, since the
chain is ergodic. Let the stationary distribution that V = i be denoted by 7;, and

7 the vector whose i™ component is 77;. Then 7 solves

nP=mn

T
m; > 0.

For practical situations, the matrix P and the corresponding vector 7 can be trun-
cated to yield a finite system of equations. Some testing needs to be done to insure
that accuracy is not sacrificed. The truncation process will depend on the differ-
ence between ¢ and E (D) and the variance of the demand process.

Suppose ¢ varies from period-to-period. Specifically, suppose ¢ is a random
variable that is independent and identically distributed from period to period. We
assume that E[D] < E[c]. In this case, we can again represent the transitions
of the shortfall process as a Markov chain. The process remains ergodic so that
a stationary distribution will exist. In this case, the transition probabilities are
given by

pij=P{Vy=jIVi1=i}=

Yousi PID <a—i}- Plc=a}; j=0,i<c
YuoiijPID=a+(—D}Plc=a}: j>0i<c+]
0; otherwise.

In many cases the capacity is a random variable. If capacity can vary significantly
from period to period, then the target stock level can increase substantially.

Let us now illustrate how the steady state shortfall distribution of V behaves
for different levels of demand variation and available capacity. We assume that
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the expected demand per period is 100 units in all cases. We further assume the
capacity ¢ does not vary from period to period. Table 8.1 shows how both the
expected value of V and standard deviation of V change for 20 combinations of
the per period variance of demand and the amount of available per period capacity.
These data show how sensitive the mean and standard deviations of V are to
changes in these values, and hence how inventory requirements will also depend
on these values.

Capacity Per Period
(Utilization)
120 110 105 101
(83.3%) (90.9%) (95.2%) (99.0%)

101 E(V)=0.11 1.36 551 45.04

~ (0.10) StDev 0.93 3.83 9.44 50.59
e -~
S

QS 200 E(V)=0.76 426 13.32 92.47

5 § (0.14) StDev 3.22 9.06 19.83 100.72
IR
o~

2 500 E(V) =448 1535 39.41 238.60

Sx 0.22) | StDev 11.48 25.48 51.56 252.68
53
=3

IS | 1000 | k=129 36.34 85.45 48469

£3 (0.32) | StDev 26.18 53.26 104.63 505.96
O ~—

= 2000 | Ev)= 3291 81.39 180.57 979.88

(0.45) | StDev 5636 109.17 210.92 1,012.55

Table 8.1. Expected Shortfall and Standard Deviation of Shortfall for Various Combina-
tions of Capacity Utilization and Demand Variation

Additionally, Figures 8.3-8.8 provide the probability distributions for V for
certain cases. Figures 8.3-8.5 contain plots of the distribution of V when the vari-
ance of the demand is set to 101 and when the capacity utilization rate assumes
three different values; .833, .952, and .99. Similarly, Figures 8.6-8.8 show the
probability distributions for V when the variance of demand per period is 2000,
again for the same three different amounts of available capacity. Note how the
shapes of the distributions are affected by the variance of the demand process and
the utilization rate. Furthermore note how the tail of the distributions behave.
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8.1.3 Continuous Demand Case

When the demand per period is sufficiently large the calculation of the stationary
probabilities for V using the Markov chain approach is impractical. That is, the
time required to compute the probabilities is substantial in this case. Furthermore,
if the demand process is represented by a continuous distribution, then V will
also be a continuous random variable. Thus it is of interest to calculate the dis-
tribution of V using a continuous approximation to the demand process. We will
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also approximate the distribution of V. We will see that the computation of this
approximate distribution can be made quite easily. Let us now see how this can

be done.
Let v > 0. Then
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P{V, >v}=P{[Vn_1+Dn—c]+>v}
=P{Vi_1+Dy—c>v}
=P{D, >v+c}
+Ep[l(d <v+c)- P[Vu1 > v+c—d|D, =d]],

(8.2)

where 1(A) = 1 if true and 0 otherwise. Furthermore, let Fy (-) and Fy (-) denote
the cumulative and complementary cumulative distribution functions for the ran-
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dom variable V, and let fp(-), FpQ) represent the density and complementary
cumulative distribution functions for D. If P[D = 0] = ¢, then equation (8.2)
can be written as

Fy,(v) = Fp,(v+¢)+qFy,  (v+c)

v+
+/ Fy, ,(v+c—x)fp(x)dx.
0

The random variable V is sometimes assumed to have a mass exponential
distribution. The probability that V = 0 is positive and the remainder of the
distribution is exponential in this case. One reason this approximation is made is
due to a theorem proven by Glasserman [95]. Roughly speaking, he shows that the
tail of the shortfall distribution behaves like an exponential function. Specifically,
his theorem is as follows.

Theorem 11. Assume that E[¢?P] < oo for all « < 6, 6 > 0 and that

P[D > c] > 0. Then there exist B and o such that P/;Z_fo} — lasv — oo.

Also, «a is the unique, strictly positive solution to E[e”®~D)] = 1. When D is
—2(.583) L=ED)
e S

normally distributed, Glasserman states that 8 ~

Let us use a mass exponential distribution to approximate the distribution of
V. We will discuss the quality of this approximation subsequently. Additional
discussion can be found in Roundy and Muckstadt [182, 206].

Let po approximate P {V = 0}, the probability that there is no shortfall, and
Po =1 — po. Assuming V has a mass exponential distribution.

ﬁoef}’”, v > O

Fv(v) = {O, otherwise ° (8.3)

The parameters po and y depend on A = ¢ — E(D) and the distribution of de-
mand.
First, substitute (8.3) into (8.2) to obtain

Poe 7V =Fpw+c)+ E[I(D <v+c)-pye VTP
Multiplying both sides by e’ yields
Po=e""Fp+c)+Ppoe VE[1(D <v+c)e’P]. (8.4)
Letting v — oo results in
Po="Poe "¢ lim E[I(D <v+c)e’”]
= Poe "E[eP]

since, for a stable solution to exist, lim,_s oo eVVFD(v + ¢) = 0. Hence the pa-
rameter y must solve
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e’ = E[e"P].
Now when v = 0 we see from (8.4) that

Do = Fp(c) + Poe " E(L(D < c)e’P)

or
- Fp(c)
PO= T EQA(D < o)D)
and
Fp(o)
po =1

 1— e YE(I(D <c)erDy’

An important special case occurs when demand is normally distributed, which
is a reasonable approximation when the demand process is a Poisson process with
a large mean. In this case

_ Fp(o)

PO T T F o

and

2(c — E(D))
y=—"3
(o2

’

where o2 is the variance of the per period demand.

Let us now turn to evaluating a key performance measure that depends on
the system’s shortfall distribution, the fill rate. As before V,, and V,,_| represent
the shortfall random variables at the end of periods n and n — 1, respectively.
Suppose the stock level for the system is denoted by s. Observe that the number of
backorders that remain at the end of period n corresponding to demands occurring
in periods n — 1 and earlier is given by

[Vn_l -5 — c]+

Then the number of demands arising in period n that are backlogged at the end of
period n is given by

Vo —s1" = [Vacr —s —c]"
Therefore, in steady state,
ns)=E[(V—-5)"—(V—-s—-0Y]

represents the expected number of units that are demanded in a period that are
backordered at the period’s end. The fill rate is given by
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_ N (C))
a=FR(s)=1 E(D)’

We observe that

ns) ~ L2emrs (1 — ere)
Y

and that

[ ! { n(s) -y ”+ [ ! { (1-a)yE(D) ”+
SR | ——tn | ——— =|——tn|\—"=

Y Po(l —e77c) y Po(l — e=7¢)

as discussed in Roundy and Muckstadt [182, 206].

An interesting question arises as to how well the mass exponential approx-
imation matches the actual distribution function for V. To illustrate how well
the approximation represents the distribution for V, consider again the example
environment presented in the previous section. Figure 8.9 through Figure 8.14
contain graphs of both the exact and approximate distributions. As can be seen,
the quality of the approximation varies from case to case. Roundy and Muck-
stadt [182, 206] performed an extensive analysis of the accuracy of the mass ex-
ponential approximation. They showed in many cases that this approximation is
poor and that using it to set stock levels can result in excessive amounts of in-
ventory. Nonetheless, the approximation is appealing because of its simplicity.

Roundy and Muckstadt [182, 206] provide an extensive discussion of the mass
exponential for various demand distributions.
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Because the approximation is often inaccurate, Roundy and Muckstadt [182,
206] proposed and tested another approximation, which is also based on equation
(8.2). We will next briefly describe the alternative approximation.

Suppose we alter equation (8.3) slightly and define

—0 | Ppie"?v=0
Fy() = {0, otherwise.

We will define the parameter p; subsequently. The new approximation is
—1 - —0
Fy()=Fp+c)+Ep [1(1) <v+e) Fy+c—dD= d)]

—Fpw+o) + Ep [1(D <v4c) e’ WD|p = d]

v+c
=Fpw+c)+7p / e—V(v+c—x)fD(x)dx

—00
v+

C
=Fp+c)+p e 70t / e’ fp(x)dx

—00
Our goal is to improve upon our estimate of the probability of the shortfall being

. - . . -1
positive, that is, ;. Suppose we substitute the above expression for Fy, (v) for
—=0

Fy (v) and set v = 0. Then we have
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c

Fr(0) = Fple) + / Fr(c —x) fp(x)dx
2c—x

:FD(C) +fc |:FD(2C_x) +ﬁl e—y(ZC—x)/

—00 —0oQ

" fp(y) dy} fp(x)dx

c

=Fplc) + / FpQc —x) fp(x)dx

—00

c 2c—x
+7 / e”z“”[ / e”yfu(y)dy}fn(x)dx-

o0

Also, from above, we know that

c

Fy(0) = Fp(o) + Py ef”"/ e fp(x)dx.

Combining the above we obtain

[ oo FpQ2c —x) fp(x)dx
e[S e fp(e)dx — [C e [[20T en fp () dy] o) dx

P =

The process could be continued to compute f%,(v) in which we would use
Fy (v) as we did Fyy (v) above.

Roundy and Muckstadt [182, 206] show that this new approximation is quite
accurate for a wide range of standard continuous probability models. Unfortu-
nately, the computations do require numerical integration.

8.2 Capacity-limited Multi-Echelon Repair System

In Chapter 7 we studied a three echelon resupply system for reparable parts. That
system consisted of a lowest echelon in which there were a set of inventory pools,
each of which contained a set of bases; a set of intermediate stocking facilities,
each of which resupplied a collection of inventory pools; a depot, which resup-
plied intermediate stocking facilities (the depot consists of a depot repair facility
and a depot stocking facility); an external supplier, which supplies parts that have
been condemned; and a set of third-party emergency supply sources. In Chapter 7
we assumed that the repair cycle times for all parts entering the depot repair pro-
cess were independent and identically distributed. In this section we will revisit
this same problem, but will now assume that the depot has a capacity on the num-
ber of units that can be repaired per period. We begin by assuming that we have
only one part type in the system. We will then extend our analysis to the case
where there are multiple part types.
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8.2.1 Single Item System

The tactical planning problem we will study has as its goal the determination of
the target stock level for the system.

Recall that the system that we are studying operates in the following manner.
In each period, demand for units arises at each base. If the base has stock on
hand, the demand is satisfied from that base’s stock. If a unit of demand can not be
satisfied from that base’s stock, then a request is placed for a unit of stock on other
members of the pool. If one of them has a unit available, then a lateral resupply
transaction occurs. If no such stock is available, then a request is made on the
remainder of the subsystem of which the base is a member. That is, the other pools
within the collection of pools supported by the same intermediate stocking facility
and the intermediate stocking facility are requested to satisfy the demand. If there
is no stock anywhere in that subsystem, we assume an external supplier provides
the needed unit. In this case, this external supplier will be compensated and will
receive a replacement for the “borrowed” part in a subsequent time period. Costs
are incurred each period for lateral and emergency resupply transaction.

Each part that is demanded must be resupplied to the system either through a
repair process or from an external supplier (e.g. the manufacturer). When a unit
fails, there is a probability r that it will enter the depot repair resupply process
and 1 — r that it will be resupplied from the external supplier. If it is repaired, we
assume the unit is shipped from the base to the depot, which takes D periods. The
unit then enters the depot repair queue where it remains until it enters the repair
process. The repair process is completed in one period. When the failed unit is
condemned, a replacement unit is ordered from the supplier.

Corresponding to each demand at the bases, which occur according to inde-
pendent Poisson processes, there is a resupply request placed on the depot. The
depot sends replenishment stock to the appropriate intermediate stocking facility,
which, in turn, resupplies the base or external emergency supply location that pro-
vided the unit of stock needed to satisfy a demand. Allocation of stock is always
made based on a greatest need basis rather than a first-come-first-serve basis, as
discussed in Chapter 7.

Figure 8.15 shows the structure of this system.

Recall that in Chapter 7 we developed a tactical planning model based on this
system’s operation and also on an assumption which we called the imbalance as-
sumption. A key component of that model was the development of the probability
distribution of the number of units in resupply, which we denoted by the random
variable V. We now see how to construct this distribution when there is limited
repair capacity each period. Once this distribution is determined, we would em-
ploy exactly the same method as described in Chapter 7 to find the target system
stock level.

When repair capacity is limited, there are three separate segments to the re-
supply system. First, there is the transport process associated with the movement
of reparable units to the depot. Second, there are units in the repair queue and
repair process. Third, there are units on order from the external supplier.
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Fig. 8.15. Structure of the Resupply System

Recall that we assume the demand process at each base is an independent
and identically distributed Poisson process from period to period. Furthermore,
demands at one base are independent from those occurring at other bases.

Let VT be the random variable describing the number of units on the way to
the depot from the bases that require repair, which is measured at the end of a
period. Let VR be the random variable describing the number of units awaiting
repair at the end of a period. Finally, let VY denote the random variable repre-
senting the number of units on order from the external supplier at the end of a
period.

Then V = VR + VT 4+ VU, Based on our assumptions, these three random
variables are independent. Consequently, the distribution of V' is the convolution
of the three distributions. As was the case in Chapter 7, VT and VU have Poisson
distributions. Hence V7 + VU is Poisson distributed. Thus it remains for us to find
the distribution for VR, This distribution is easily determined using the methods
described in the previous section, as we will now see.

The units arrive to the repair queue as a consequence of the failures of units
each period at the bases. The number of arrivals per period is described by a
Poisson distribution with rate 7 - }_; A, where 1; is the demand rate at base
Jj- The number of units remaining in the queue awaiting repair depends on this
arrival process as well as the per period repair capacity, which we continue to
denote by c.

The number of units in the repair queue at the end of period n we denote by
VR As we saw earlier,

+
VR=[VE 4Dy —c]



200 8 Capacity-limited Systems

where now D,, measures the number of units arriving to the depot repair facility
in period n. We assume that

E[D,J=r-) Xj<c
j

so that a stationary distribution for V* will exist. As we discussed in the last
section, the period to period number of units awaiting repair at the end of a period
can be represented by a Markov chain. The transition probabilities are those given
in Section 8.1.2 of this chapter.

Assume that there is a maximum queue size that is permitted at the end of
a period. This maximum can be assured by running overtime to eliminate any
excess. In this situation, the Markov chain will have a finite number of states.
This chain is clearly ergodic so a stationary distribution will exist for V. The
random variable VR is analogous to the shortfall random variable. If the stock
level is zero, then the shortfall and the number of units in the repair queue are
identical.

Thus we can now compute the distribution for V since we have shown how
the distributions of the three independent random variables can be determined.

Now that we know the probability distribution for V, we can employ exactly
the same method of analysis presented in section 7.3 to compute the optimal total
system stock for the items.

8.2.2 Multiple Item System

Suppose the system we discussed in the previous section exists for many items
rather than just a single item. Suppose further that demands at the bases are inde-
pendent among items in addition to the other assumptions we have made concern-
ing the demand process. Finally, suppose that the only way in which they interact
is through the depot repair system. That is, these items share repair capacity. We
assume the repair capacity required to repair any item type is the same.

The shortfall distribution V® that we just derived pertains to the total number
of units in the repair queue when the repair capacity is shared. Suppose we com-
pute V using this distribution, where V now measures the total number of units in
the resupply system. Thatis, V = Zi(ViT + Vl.U) + VR, where ViT and ViU are,
respectively, the number of units in the transport system to the depot for item i
and on order with the supplier for item i. Since all random variables are assumed
to be independent with Poisson distributions, Zi(ViT + VI.U) also has a Poisson
distribution. V X has a distribution computed as discussed in the last section. Thus
we can compute the distribution of the random variable V. We now show how we
can use this distribution to obtain stock levels for each item.

Suppose there are n item types in the resupply system that share a common
repair resource. Furthermore, suppose the total system stock level for item i is s;
units. Then the total system stock over all items is s = ), s;. Now V measures
the total number of units of all item types that are in the resupply system just after
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all repairs in the period have been completed and all shipments from the suppliers
have been received.

Suppose we let V; be a random variable representing the number of units of
item i that are in the resupply system in the steady state. Additionally, let ViR be a
random variable that measures the number of units of item i that are in the depot
repair queue at the end of a period. Suppose A; = r; j ij» where 2;; is the per
period demand rate for item i at base j, and A= > ; i

Suppose there is no prioritization of repair at the depot. That is, units enter the
repair process on a first come, first served basis. Then

— v —
v Ai Ai

P{VR =y | VR =0} = Mo 2 My
(Vi =vi | v} <v,’>|:k ( x)

and

v>V;

In the previous section we discussed how to determine the probability distri-
bution for the random variable V X. Thus we may readily compute P{ViR =v;}.

Recall that the random variables ViT and ViU each have Poisson distributions.
Furthermore, note that ViT, ViU ,and ViR are independent. Hence the random vari-
able V; = Vl.T + ViU + ViR can be calculated as the convolution of the three known
distributions.

Now that we have established the distribution of V;, we can find the values
for s;, and hence s. Recall in Section 7.3 we showed how to find the optimal total
system stock level for an item. By replacing the random variable V in that section
with V;, we can use the methodology presented in Section 7.3 to find the opti-
mal values of s;, given the imbalance assumptions that were invoked. Hence the
multiple item problem decomposes into solving a series of single item problems.

8.3 A Continuous-Time Capacity-limited System

Let us now consider a continuous-time tactical planning model of a simple system
consisting of a single location, which we call the depot, at which repairs are con-
ducted and stock is held for n item types. We assume material flows in the system
as shown in Figure 8.3.

Reparable units of the n items arrive to the system according to a Poisson pro-
cess with rate A;,i = 1,...,n, measured in units per hour. Once the reparable
units arrive, they are immediately entered into the repair queue. The repair ac-
tions are conducted on a first-come, first-serve basis. Each arriving reparable unit
triggers a replenishment order for a unit of the same type. If one is on hand, it is
shipped immediately; otherwise, the replenishment request is backordered.
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Repair Queue
m Bottleneck Repair Facility

Repair

Orders Competed Repairs

——— Replenishment Stock

<—— Reparable Inventory

Stock Room

Fig. 8.16. Resupply System

We assume that once a unit of any item type enters the bottleneck repair work
center, its repair time is exponentially distributed with an expected repair time of
1/ hours. Repair times are assumed to be independent of each other as well.
However, the repair system works on only one unit at a time. We also assume that
there are no changeover or set up times so that batching of repair is not an issue.

The goal is to find stock levels for each of the items, which we denote by s;,
so as to minimize the expected holding and backorder costs incurred per unit of
time, in this case, per hour. We charge holding costs proportional to the expected
on hand serviceable stock. Let /; be the holding cost rate for item i. We also incur
backorder costs for item i at a rate of b;.

Let us now introduce notation that we will use as we proceed. Recall that
A; is the demand rate for replenishment stock for item i. Let A = )_A; be the
total system demand rate, which is the arrival rate to the bottleneck repair facility.
Furthermore, let

Aj
Pi =41 = 1 —pi,

A e .
p = —, the system utilization rate,
n

N; = steady state number of units of item type i in the repair system, and

N:iN,-.

i=1

8.3.1 Basic Repair System Model

We first examine a queueing model, for which we will be able to derive exact ana-
lytic results. Specifically, since we have assumed that the arrival process for orders
is a Poisson process and that production times are exponentially distributed, the
system is a M /M /1 queueing system. As such, we know that N, the number of
units in the production system is geometrically distributed. (This result can be
derived using the standard birth-death equations.)
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Furthermore, it is also true that N; is geometrically distributed, that is

A

PIN; = j1= (1 —n)n!, where gy = ———
[Ni = jlI= (1 —ni)n;, wheren; pRayy

which we now prove.
Recall that the generating function for a geometrically distributed random
variable is

ElsN) =) s/PIN = j]
j=0

=> si(1—p)p/
=0

=-p)) Gp)
j=0

1 —
= ( ’0), for sufficiently small s,
1—ps

where p also is the probability that one or more units are in the queueing system.
Let’s construct the generating function for N;

E[sM] =) E[s"|N = jIPIN = j]

j=0
OO .
=D EBMIN = /10 - p)p’.
j=0
But
J
EIsMIN = j1=) s*PIN; =kIN = j]

k=0

and, as we discussed in Chapter 3, we know that

. J\ [ A g YA
P[N; = kIN = j] = )\ 1—7 ,j >k

Therefore
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N; 2\ NEAYZAY AN j
=33 (1) (3) (5) oo
j=0 k=0
0o j . k
Spi Ai
Zﬂa—mw%VXX})Q%)](m— ,%—l—m)
=0 k=0 qi
% j
J Spi
2}1—mm%>< f)
= gi
oo .
=Y (1= p)(pgi + pspi)’
j=0
=l-p)—.
L —(gip + pips)
Since
l—p=1—=0=pitpdp=1—gip—pip,
E[sNi]= 1 —4iP = Pip
1—@m+mm)
- 1 l];,O
- 1_ _DiPS_
T—gip
A=
1 —ms’
where
pip
ni =
I —gip
Ao A
o Ai

MyA o — .
I-1-5)s » At A
Hence N; is geometrically distributed, that is

PIN; = jl= pi(j) = (1 — ).

Thus the random variable measuring the number of units of item type i in the
repair system at a random point in time is geometrically distributed. If s; is the
stock level for item i, the on-hand serviceable stock is [s; — j]™ when j units are
in the repair system.

‘We next show how to find the stock levels s; such that we minimize the ex-
pected holding and backorder costs for the n products. Our objective is to find the
values of s; > 0 and integer that
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minz |:h,- Zl(s,- —Dpi(j)+b Z(j - Si)Pi(j):| .
i=1 L j=0

J=si
Note this problem can be rewritten as

n

Z{vrréi? mY - D) b Y (j—s»p,-(j)},
slo. 1 2

i= Jj=si+1

since there are no constraints among the items. The single product optimization
problems have the form of the classic newsvendor problem. Therefore, the optimal
s; is the smallest integer (nonnegative) for which

o0
S g =
1 —_ .
it hi +b
But in this case
00 o0 .
> opihy= > A=
j=sitl j=siHl
1 = j +1)
==t Y gl
Jj=si+1
= —1 i §i+1 = n§[+1 < hi
1— ni ! L - ]’li + b

Clearly s; depends on p. But how does s; change as a function of the production
rate, ;? The optimality condition we established for the stock level for item i is
to find the smallest nonnegative integer s; for which

sitl hi .
S R
Hence
(s; + 1)enn; < €nh; —Ln(h; + b)
or
5 > nh; — €n(h; + b) 1L
Lnn;
Let
Inh; — €n(h; + b) Inh; — €n(h; + b)
T == = o —tna =it i)
nl/v—)»‘i‘)»i i n i

Then
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Inh; — €n(h; + b) 1
nii —en(pu — A+ A)D12 w—A+ A

f(w =

h 1 1
:en( ! ){ . }<o,
hi+b) | Unki —fn(u —A+21))2 w—A+A

hi
In |:(hi +b):| <0

Thus s; is a nonincreasing function of 1, as would be expected.
Let us consider the following example. Suppose n = 5 and

since

A = 950/wk
w = 1000/wk
A = 450/wk
h; = $1/wk

b = $10.

Then
n1 = 450/(1000 — 950 + 450) = .9

"Enl—ﬁnll “*
si=|— —1
n.9

= [21.77" = 22 units

Observe that, in general,

E(on — hand) = Z(Si - = 77i)77,'j

=0
Si . Si X
=si(l—n) Yy 0/ =Y j(l—nn
i=0 i=0
1— n§i+1 S -
=s5i(l—n)————n Y jl—ndn!~
I—=mni =0

Si
i+1 . j—1
=sil—n ™ —=m =) ) _ jn]

i=1
_ 1— % —s;(1 —n)n’
e si+1 ) ) n 2 ni)n
=si(L=n"") —mi(1—m) l(l—ni)z ’
si(l=n ™A = n) = i1 = i1+ sime (1 =

h (1 —mn)
1—nfi
1—n

=5 —



8.3 A Continuous-Time Capacity-limited System 207

In this case,

1— (9% .
E(on — hand) =22-9 W = 13.89 units.

‘We can also show that

si+1
E (Backorder) = — = .8863 in this case, and the
1 —mn;
. . Aj ni N
E(inrepair) = —— = = 9 in this case.
w—>=r l—mn;

8.3.2 Compound Poisson Arrival Process (GI/M/1)

‘We now assume that repair orders for a single item type arrive to the repair system
according to a Poisson process with rate A; but, the number of units requested per
arrival is a random variable. That is, the demand process is a compound Poisson
process. Let us consider a specific example where the order quantity is geomet-
rically distributed. Let X be the random variable describing the order size, that
is,

(1 —a)a® D k>1

PiX =k = {0; otherwise

and

E[X] = ! (orazl—;>.
l—«a E(X)

Although we will not develop the details of the analysis, one can show that the
probability distribution of the number of units in the repair system, which we
denote by N, is

1—p; n=20

n—1.

P{N:”}:{a—p)(l—a)py .1 >0

where y = a 4 (1 — a)p and p = =EX],

As before, let us assume that the holding and backorder cost rates are 7 and b,
respectively. Then the model is

min f(s) = min (hY (s = Hp()+b Y (G =9)p(i)
U j=0 j=s+1

Since f(s) is convex in s, we use a first difference approach to find s*. Due to this
convexity, the goal is to find the smallest s for which

fG)— fs+1) <0, or
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h (Z(s —p() = Y +1- j)p(j))
=0 =0
+ b( Y G=9pi— Y -G+ 1>)p(j)>

j=s+1 j=s+1

=—hY p(i)+b Y p())
j=0 j=s+1

=—h(1— > pGN+b Y p())

Jj=s+1 Jj=s+1

=0+h Y p(H—h=0
j=s+1

00 h

<

o ._Z PUY=
j=s+1

Since
p()=p(l—p)1 —a)y~', j >0,

(I—ap=p) Y v/ =U=wpl=py* )y

Jj=s+1 Jj=0
_ (d=a)pd-p)y*
T l—(@+(-a)p)
_ (d=—a)pd=py' (A-—a)pd—py
S (l-—a)—(l-a)p  (I—a)l—p)
= py’.

N

Thus, the goal is to find the smallest s for which

h
< _
~ pb+h)

N

v

or

o nh —tnp —tn(b+h)]"
Lny '

We also have

N

Py P

E(on — hand) = 5 + —
l—y A=y

and

N
E[backorders] = l,oy
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For example, suppose

h =$/wk
b =3$10
A = 450/wk
E[X] = 2 units
w = 1000/wk
Then we have
LE[X
o= [ ]=.9
"
1 1
a=1—-=-
2 2
—1+ (9 =.95
y_2 9) =

Consequently

N ’Ynl —n(.9) —¢nll
S =

+
= [44.77" = 45 units,
€n(.95)

E (on — hand) = 28.79,
E (backorders) = 1.79,
and f(s*) =1-(28.79) + 10(1.79) = 46.69/wk.

Now compare this with the alternative system in which
A =900and E[X] =1, and

we have an M /M /1 environment. How do the stock levels compare? In this case
a =0,y = p and, as we saw earlier, s* is the largest integer for which

h
s+1<_
S

(p = n in the earlier model) or

+
o ¢nh —€n(n + b) — €np .
Lnp

When p=.9,h =1, and b = 10,

o ”21@1 —{fnll —£n(9)

" +
o) 1 =[21.71" = 22.

Thus as the coefficient of variation of the demand process increases, we see that
the optimal stock level goes up, and up by a factor of 2 in this case. Furthermore,
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f(s™) = $22.75/wk.

If the order size distribution changes, the stock level requirement would also
change. The more lumpy the demand, the greater the inventory requirement will
be. Hence it is desirable to keep the relative variation in the demand process as
low as possible to keep inventory levels as low as possible.

8.3.3 A Budget Constrained System

Suppose that rather than charging inventory carrying costs, we impose a constraint
on the amount of inventory held. For example, suppose we limit the amount of
floor space that is available to hold inventory, call it C. Let a; be the amount of
space required to hold one unit of item i. Furthermore, assume that our goal is to
maximize the expected fill rate subject to this floor space constraint. The demand
process for item i is again assumed to be a Poisson process with rate ;.

Then the problem can be stated as

S,’—l

n
)\44 .
max Y=Y (1= mi)
i=1 " j=0

n
subject to Za,-si <C, s5=01,....

i=1

(8.5)

We could solve this knapsack like problem using a variety of methods. Rather than
considering this general problem, we will more closely examine the case where

a; = 1 for all i. Consequently, this problem can be solved to optimality using a
greedy marginal analysis algorithm.
Let

si—1

oM N
fl(sl)—/\;)(l ;.

The effect on the fill rate of increasing the stock level of item i from s; to s; 4+ 1 is

Ai .

JiGsi +1) = fi(si) = 71(1 —ni)n;'. (8.6)

Observe that
)".

A T —2) m—2A

(=) =2 = 1l

A w—A+A; A
so that

-2
filsi + D) = filsn) = E—

Thus to solve the problem with a; = 1, we can use the following algorithm. Set
I =0,5; =0, foralli.
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WHILE I < C
Find i* such that nisi*ﬂ = max; nfiJr]
Six < si= + 1
I <—I1+1
CONTINUE
Rather than maximizing the expected fill rate, suppose we want to minimize
the expected number of outstanding backorders. Again assuming a¢; = 1, for all i,
we can state the problem as

min " Y (j = s = ni)n}

i=1 j=s;

Xn:si <C 8.7)

i=1

S,':O,l,...

Now let g; (s;) = Z?‘;S[ (G—s)(1— ’7i)77,~j . The reduction in expected backorders
by increasing the stock level from s; to s; 4 1 is given by

gi(si +1) —gi(s) = —n .
Thus if you add stock to the item that decreases expected backorders most, you
add stock to the product for which nf’“ is largest. It is easy to see that the optimal
solution to problems (8.5) and (8.7) must be the same, since the greedy algorithm

used to solve each problem always selects the same product at each step as the
one whose stock level should be incremented.

8.3.4 A Further Extension

To this point we have assumed that the order arrival process to our system is gov-
erned by a Poisson process. Furthermore, we assumed that the processing times
are governed by an exponential distribution. Let’s suppose that the arrival process
of a single item to the single bottleneck repair center is a general process (finite
expected time between arrivals) and independent interarrival times and service
times come from a general distribution. Thus we assume that the repair system is
analogous to a G1/G/1 queueing system. Let

¢, = coefficient of variation of the interarrival time distribution
¢y = coefficient of variation of the service time distribution.

Several approximations exist for calculating the expected number of units in
the system (Buzacott and Shanthikumar [34]). When cg < 2 and p is high (> .9)
the following approximation is quite accurate.
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+ p. (8.8)

E[N] = {pz(l +°‘3~)} ca+ P’

L+ p%c | 20— p)

Next, let’s approximate the steady-state probability distribution of the number
of units in the production system, that is, P{N = j}. Recall that the probability
that the production system is idle is 1 — p. Hence P{N = 0} = p(0) = 1 — p.
Next let us assume that the remaining probabilities have a geometric form, that is,
P{N = j} = p(j) = an’, j = 1,2,.... This assumption is similar to the one
we made earlier in this chapter. There we assumed a mass exponential distribution
would accurately represent the shortfall distribution. Since Z —oP(j)=1,

[e¢)
l—,0+a772:nj_1 =1 or
j=1

n
1— =1
p—i—al_
1—
and a=p‘( TI)'
n
Then
P
E[N n ==X 1— /———=—.
[N]= Zm Z]( N =

Now suppose we approximate E[N ] using equation (8.8). Call this approximation
N. Then

I—p

0
l—-n=—orn=
N

This approximation has proven to be accurate, and hence quite useful in practice.

We can then approximate the distribution of the number of units awaiting
repair for an item in the multi-item case. Assuming that P{N; = k|N = j}
is binomially distributed, we can again construct the distribution for the number
awaiting repair for item i. We can also find “optimal” stock levels using the same
type of models described earlier.

We also observe that we can extend the preceding ideas to cases where more
than one repair line is in the bottleneck station of the repair system. Again using
queueing ideas we could construct the mathematical expression for p;(j). How-
ever, the analysis results in expressions that are not as simple as the ones we have
found for the single workcenter cases we have examined in some detail.

8.4 Problem Set, Chapter 8

8.1. Show that the expression for P[N = n] as given in Section 8.3.2 is correct.
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8.2. In Section 8.3, we assumed repair times were exponentially distributed. In-
stead of this assumption, suppose repair times are distributed by an Erlang dis-
tribution. In this case the system is equivalent to an M/Ey/1 queueing system,
where k is the parameter of the Erlang distribution. In this case, find the prob-
ability distribution of the number of units in the system. Furthermore, find the
steady state distribution of the number of units of item type i in the repair system.
How do inventory requirements change to minimize expected costs for the model
presented in Section 8.3 as the parameter k increases?

8.3. Suppose demands over an infinite horizon are independent and identically
distributed from period to period. Furthermore, assume a production system op-
erates in the manner described in Section 8.1. Assume the production capacity in
a period is 3 units and the probability distribution of demand in each period is as
follows: P{demand = k} = 1/4 for k = 1,2, 3, 4, and O for other values of k.
Compute the shortfall probability distribution for this situation.

8.4. Suppose that demand in each period is either exponentially or mass expo-
nentially distributed, and that demands are independent from period to period. In
these cases, prove that the shortfall random variable, V, has a mass exponential
distribution. That is, show that the approximation given in equation (8.3) is exact
in these cases.

8.5. Examine a variety of cases in which the following conditions hold. In each
period of an infinite horizon, demand for a single product at a single location has a
Negative Binomial distribution. Demands are independent from period to period.
In each case, the expected demand per period remains unchanged; however, the
variance of demand per period changes in different cases. Furthermore, the distri-
bution of the per period demand changes from case to case. Capacity values are
independent and identically distributed from period to period. The goal is to set
the desired target stock level in each case so as to achieve a 98% fill rate.

The environment in which demands arise operates as follows. At the begin-
ning of each period, demands occur at a location, which must be satisfied by
the period’s end. Next, production occurs. The amount produced in a period is
available for shipment within that period. Production in a period is set to reach a
desired target inventory level, if possible. If however, there is not enough available
capacity to achieve the target level, then the amount produced equals the available
capacity.

In all cases the expected demand per period is 50 units. However the variance
to mean ratio of demand is either 1.01, 3 or 10. Additionally, the available capac-
ity per period varies as follows. You will examine cases in which there are three
different average per period capacity levels, and, for each capacity level, there are
three possible probability distributions for the per period capacity. The three ex-
pected capacity levels are 58 units (normal capacity case), 55 (low capacity case),
and 63 (high capacity case). The data in the following table are the probability
distributions of capacity for each average capacity value.
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Your goal is to compute the target inventory level to achieve a 98% fill rate for
each combination of variance to mean ratio, average per period capacity level, and
the variance of capacity corresponding to each average capacity level. In total 27
cases must be examined. Observe how difficult it is to establish exactly what the
target inventory levels should be as the variances of demand and capacity increase.
How does production vary from period to period in these different cases? What
does your observation imply about the use of order-up-to policies in practice?

8.6. In Section 8.1.3 we discussed how a mass exponential approximation could
be constructed for the distribution of the shortfall random variable, V. Suppose
demand in each period is normally distributed and is independent from period to

8 Capacity-limited Systems

Normal Capacity
(58 units per period)

Low Capacity
(55 units per period)

High Capacity
(63 units per period)

Capacity \ Probability

Capacity \ Probability

Capacity\Probability

Normal Mean Zero Variance

58 1 55 1 |63 1
Normal Mean Medium Variance

50 0.2 47 0.2 55 0.2
54 0.2 51 0.2 59 0.2
58 0.2 55 0.2 63 0.2
62 0.2 59 0.2 67 0.2
66 0.2 63 0.2 71 0.2
Normal Mean High Variance

46 0.2 43 0.2 51 0.2
50 0.2 47 0.2 55 0.2
58 0.2 55 0.2 63 0.2
66 0.2 63 0.2 71 0.2
70 0.2 67 0.2 75 0.2

period. Prove that

__Fp
P T T o

2
and y = (c

— E(D))

o2

in this case, where all nomenclature are defined in Section 8.1.3.
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Extension of Palm’s Theorem to Nonstationary
Demand Processes

Earlier, we constructed mathematical models based on two key assumptions. First,
we assumed that demand was described by a stationary Poisson or compound
process; second, we assumed resupply times are independent and identically dis-
tributed for all units that are resupplied. However, in many circumstances both the
arrival and resupply processes are time dependent. Thus the applicability of the
stationarity assumption is limited in certain dynamic environments. This is partic-
ularly true in military applications when flying activity and resupply of operating
organizations are highly dynamic over relatively short periods of time. Time de-
pendencies also occur in many commercial situations in which resupply times are
so short that the two assumptions can substantially affect the accuracy of perfor-
mance measure forecasts. For example, the demand process experienced at parts
distribution centers differ substantially by day of the week for one automotive
company we have studied.

Our goal in this chapter is to extend the results stated in Chapter 3. Specifi-
cally we will first extend Palm’s Theorem when demands are nonstationary Pois-
son or compound processes and the resupply time distributions are time depen-
dent. These extensions were first developed by Crawford [64] and Hillestad and
Carrillo [129] and later summarized by Carrillo [42]. We will then demonstrate
how to compute the probability distributions representing the number of units in
resupply at each location in a two-echelon logistics system at any point in time.

9.1 The Nonstationary Poisson Demand Case
at a Single Location

We will now extend Palm’s theorem to the environment in which the demand
process at a single location is a nonstationary Poisson process, and the resupply
times for that location are independent from unit to unit but are time dependent.
Suppose N(r) measures the number of arrivals (demands) that occur through
time ¢. Assume that N (0) = 0; however, this is not a critical assumption. Also the
rate at which the part is demanded at time ¢ is denoted by A(¢) > 0, where A(¢)
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is an integrable function, and the expected number of demands through time ¢ is
expressed as

t
m(t):E(N(t)):/ A(s)ds.
0

Suppose a demand for a unit occurs at time ¢. We define G (¢, t + w) = G;(w)
to be the probability that the resupply time for that unit is less than or equal to w,
that is, the unit is resupplied by time ¢ + w. The resupply times are assumed to
be independent from unit to unit and are assumed to have finite, time dependent
expectations.

To prove the extension of Palm’s theorem, we will employ the following the-
orem.

Theorem 12. Suppose demands occur according to a nonstationary Poisson pro-
cess with the time dependent arrival rate given by \(t). Also, assume the resupply
times are independent and time dependent and have distribution function G(w),
forallt > 0. Suppose N(t) = n. The arrival times of these demands have the
same distribution as the order statistics for n independent random variables each
of which has a distribution function

m(x) <
F(x):{lm(t)’g;f<t

The proof of this theorem is similar to the one given in Chapter 3 for the case
when all random variables are stationary. We are now ready to state and prove the
following theorem.

Theorem 13. Suppose demands and resupply times for a particular item are as
stated in the hypothesis of the preceding theorem. Then the number of units in
the resupply process at time t, which we denote by the random variable X (), is
Poisson distributed with mean

t
a(t) = / (1 — Gg(t —s))A(s)ds.
0

The proof of this theorem is essentially the same as the one presented for the
stationary case in Chapter 3; however, it is given for the sake of completeness.

Proof. Now suppose N (t) = n. We will first determine P{X (t) = k|N(¢) = n}.
The probability that an arbitrary unit of demand occurring during [0, 7) remains
in resupply at time ¢ is given by

—/Z(I—G t — s g
= ‘ 0)

as a consequence of Theorem 12. Since this is the probability that each of the n
demanded units remains in the resupply system at time ¢,
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P{X(1) =kIN(1) = n} = (Z) Pt —py.

The unconditional probability that X (#) = k is given by

P{X(t) =k} =)  P{X(t) =kIN(t) =n}P{N(t) = n}

n>k
f n
- Zk (Z) pr(1 — pyrhemm® —m’(ﬂ)
= o ow ),k, p-m@) [(1 = p)-m@]"*
n>k
_(pom@))ke™™O ~[(1—p)-m@®)]"*
B k! = (n —k)!
(p-m@)ke ™™D S [(1 - p)-m(®))
n k! i1
=0 J

(p

(p

Since

t
p-m(t) = / (1 —Gs(t —s)A(s)ds = a(r),
0

P{X(t) =k} =

m@)e O

—p)m(t)
k!

k
-m(t)) e_p'm(t).

k!

—atn @)k
e (t)—k! .

e—m(®)

n!

9.2 The Nonstationary Compound Poisson Process Case
at a Single Location
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The theorem presented in the last section stated that the probability distribution
for the number of demands or orders that are in the resupply system at time ¢ is
Poisson distributed with mean «/(¢). Suppose that each demand, or order, is for
J = 1 units. Suppose that u; measures the probability that the order is for j units.
Furthermore, assume that this distribution does not change with time, that is, the
order size distribution is stationary.

If Y(¢) is a random variable that measures the number of units demanded
through time ¢, then it is clear, from our discussion in Chapter 3, that Y (¢) has a
compound Poisson distribution. That is,

PIY() =k] = Z”;ﬁ") efm(t)w,

|
el n.
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™) is the probability that n orders result in a demand for k units. Since

(n) .

where u;,

the demands are independent, u; "~ is the n-fold convolution of the compounding
order size distribution u; with 1tself. It is easy to see that

ELY ()] = m() - E[Q]
and

VarlY ()] = E [Var(Y (t)|N(¢))] + Var [E[Y (t)|N (1)]]
E[N® - (EQ) = E(@Y]+VarIN®) - E(Q)]

=mt)[E(Q*) — E(Q)*]+ E[Q]* - m(1)
= m(t)E[Q?], since VarN () = m(t),

where Q is the random variable for the order size distribution.
Let us now extend the time dependent version of Palm’s theorem to the case
where the demand process is a compound Poisson process.

Theorem 14. Assume the demand process is given by Y (t) and that the resupply
time for all units corresponding to an order arriving at time t is given by G;(w).
Then the probability distribution of the number of units in the resupply system at
time t is the compound Poisson distribution

PIX(1) =kl =) ue @0 <a(t>> _

n>1

Proof. Since the number of orders in resupply at time ¢ has a Poisson distribution,
the distribution of the number of units in resupply at time ¢ has a compound Pois-
son distribution. O

9.3 A Two-Echelon Model when Demand is Described by a
Nonstationary Poisson Process

The extension to Palm’s theorem developed in the previous section provides the
basis for developing a time dependent model for the probability distribution of the
number of units in resupply in a two-echelon, depot and base system. This system
is the same as the one studied earlier in Chapter 5. Figure 9.1 shows the flow
of material in this system. Recall that demands (orders) for units occur at each
operating base. In this case, we assume that the demand process is a nonstationary
Poisson process for each part type at each base. Each demand corresponds to a
failure that requires repair. Repairs occur at either the base or at the depot. The
place at which repairs occur depends only on the nature of the failure. Hence
there is a probability that a failed unit will be repaired at the base and 1 minus
that probability that the unit will be repaired at the depot. Base stock levels are
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assumed to be known at each point in time. When a failure occurs at a base, a unit
is withdrawn from base stock to satisfy the demand. This withdrawal will occur
immediately if there is stock on-hand; otherwise, the demand will be satisfied
whenever the base inventory is replenished.

A Ai
Aircraft Part Removals[¢

N ribi [ Base Repair » Base Supply

) [y I

L ettt b S SRR L L L LTt > :

; Ei®) (-rpki  iA()
A Y S(1-rh \

; A—ri)Ai Depot Repair (d-ri) i,| Depot Supply

Fig. 9.1. Part Resupply Cycle

When a unit fails and is repaired at the base, the base’s repair center is respon-
sible for resupplying base stock. If the unit is sent to the depot, then the depot is
responsible for satisfying the base’s resupply request. If the depot has stock on-
hand when the failure occurs, then a serviceable unit is sent to the base and the
defective unit is sent to the depot for repair. If the depot does not have stock on-
hand when the resupply request is made by the base, then that resupply request is
satisfied on a first-come, first-serve basis by the depot. Again, refer to Figure 9.1
for a summary of resupply flows and flow times.

9.3.1 Notation

Let us now introduce notation that will be used to establish the probability distri-
bution for the number of units in resupply for each base. Although we may have
many item types for which we will construct these distributions, we will focus on
only a single item type in our analysis to simplify the notation.

Let

A; (t) represent the demand rate for the item at base i at time f. Assume that
this function is integrable.

E;(t) represents the base i repair cycle time at time ¢, a constant. Furthermore,
assume that E;(t) +1t > E;i(s) +s,5 <.

A; (t) represents the order and ship time from the depot for a failure occurring
at base i at time ¢, and is known and deterministic. Assume A; (z) +¢ >
Ai(s)+s,5 <t.
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D(t) represents the depot repair cycle time for a failure occurring at a base
at time ¢, a constant. Assume that D(¢t) +t > D(s) + 5,5 < t.
r; is the probability that a failure occurring at base i is repaired there and
(1 — r;) is the probability that it will be repaired at the depot.
T;(¢) is the average resupply time for a part that fails at base i at time 7.
r() = Z?:] (1 — r;)A; (¢) is the depot demand rate at time 7.
s; (t) is the stock level at base i at time .
so(?) is the depot stock level at time ¢.
Bo(so(t)) is the expected backorders at the depot at time ¢.
Bi(s;(t)) is the expected backorders at base i at time .
Xo(t) is the random variable describing the number of units in resupply at the
depot at time 7.
X;(¢) is the random variable describing the number of units in resupply at
base i that are backordered at the depot at time ¢.

Observe that we are assuming that the depot repair cycle time at time ¢, as
well as the base repair cycle time and the depot to base order and ship times,
are constant, but time dependent. While the assumption of deterministic repair
cycle times and order and ship times is restrictive, we note that it is of significant
value to have these times be time dependent. By allowing these times to be time
varying, we can, for example, represent segments of times during when there
is no repair capability, no ability to send failed units to the depot, or to receive
serviceable units from the depot. Note also that the assumptions that A; (t) + ¢ >
Ai(s) +s,Ei(t)+t > Ei(s)+s,and D(¢t) +t = D(s) + 5,5 < t, imply that
there is no crossing of resupply times, that is, a unit entering either depot or base
resupply at time s, s < ¢, completes its resupply cycle no later than a unit entering
either of the corresponding resupply cycles at a later time .

9.3.2 Depot Analysis

When the demand for an item at base i is characterized by a nonstationary Poisson
process and the probability that the failed unit is repaired at that base is r;, then
the demand process seen by the depot is a nonstationary Poisson process with
rate Ao(r) = > i, Ai(t)(1 — r;). Our objective in this section is to compute the
probability distribution of the random variable that measures the number of units
in the resupply process at the depot at some time ¢ that correspond to resupply
requests made by base i.

Let ¢ be an arbitrary point in time. Furthermore, let 7 = inf{u : D(u)+u > t}.
Then all demands for depot resupply made by bases prior to time 7 will have
been satisfied (i.e. shipped from the depot) by time ¢. Additionally, all entries into
the depot resupply system occurring subsequent to time 7 remain in the depot
resupply (repair) system at time ¢, since, by assumption, if # > u > f, then
D(u) + u > D(u) + u. Thus the probability distribution for the number of units
in the depot resupply system at time ¢, denoted by X (), is equal to & is
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—m()(l:,l‘) m()(f» t)k
k!

t !
mo(7, 1) :[ > xiG)(1 = ry)du.
ro

P{Xo(t) =k} =c¢ , where

When k > s¢(t), then backorders exist at the depot at time ¢. The expected number
of backorders at the depot at time ¢ is

Bo(so() = > (x —s0(t)) P[Xo(t) = x].

x>s50(t)

As stated, our goal is to determine the probability distribution for the number
of these backorders that correspond to resupply requests from base i.

Recall that the random variable X; () measures the number of units of stock
that are backordered at the depot that result from resupply requests made by base
i. Suppose X;(t) = k,k > 0. For this to occur, there exists a ue(f, t) such that
the depot demand in the interval (7, u), is equal to so(t) — 1, there is a demand
placed on the depot at time u, and there are k demands for depot resupply from
base i occurring during the interval (u, t]. All so(¢#) demands for depot resupply
that occurred in (7, #] will have been shipped from the depot by time ¢, assum-
ing a first-come, first-serve policy is followed. Furthermore, all resupply requests
placed on the depot subsequent to time ue (7, ] will remain unsatisfied at time ¢.
Hence, for k > 0,

P{Xi(t) = k) = /t o—mon Mo w7
| d (so(t) — 1)!
k
- Ao(u) - e—mi(u,t)m

o du O

where m; (u, t) = [1(1 — )k (v)dv.

There are two ways that k can equal zero. First X(#) < so(¢) and, second, de-
pot demand in (7, u] is so(t) — 1, a depot demand for resupply occurs at u, ue(f, t),
and there are no base i demands in (u, ¢]. Thus

P{X;(t) =0} = P{Xo(1) < s0(1)}

t 5 17, so(t)—1
+ﬁ eme(l‘,M) m(()s(o(tl;) 1)‘ . )‘«O(u) . efm,‘(u,t) du. (92)
l - .

9.3.3 Base Analysis

Suppose X; () is a random variable that represents the number of units in the

resupply system at base i at time 7. Let 7 = inf{u : A;(u) +u > t} and 1= inf{u :
E;(u) +u > t}. Next, suppose X l” (#) is a random variable that corresponds to the

base i demands occurring in (7, ¢] that require base repair. Also, suppose X lfi (t)
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is a random variable that measures the number of units that require depot repair
that fail during the interval (7, #] at base i. Then

Xi(1) = X (0) + X4 (1) + X (D).

Since these random variables are independent, X; (¢) is simply the convolution of
these three random variables. The independent random variables X f’ (1) and X ld (1)
each has a nonstationary Poisson distribution, where

t
E[XP()) = / rii(u)du
t
and
t
E[X4(0)] =[ (1 = ri)A (u) du.
t

The distribution of X ib OH+X fi () is a nonstationary Poisson distribution. Let

t t
i (1) =ﬁ (1 —ri>xi(v)dv+f: ki (v) v,
t t

Then
~ X k
PIXP() + X(t) = k) = e k('ﬂ ’
and
_ k
PIXi(t)=k]=) P [x%) + x40 = ,] PX:(0) =k — j]
j=0
a i (t) _
Zemu) i P[Xi(D) =k — j],
j=0

where P[X;(f) = k — j] is calculated using equations (9.1) and (9.2). Thus we
may compute time dependent performance measures since we have shown how to
compute P[X;(t) = x]. For example, the expected number of backorders at base
i attime f is

Bi(sit) = Y (x —si()PIXi(t) = x].

x>s;(t)

The fill rate at time 7 is P[X;() < s;(¢)] when the demand process is a
nonstationary Poisson process.
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9.4 Problem Set, Chapter 9

9.1. Prove Theorem 12.

9.2. Let the random variable ¥ measure the number of units demanded over a
fixed length of time. Let N be the random variable for the number of orders placed
during the same period of time. Show that

Var[Y] = E[Var[Y|N]] + Var[E[Y|N]].

9.3. In Section 9.1 we assumed that N(0) = 0. Suppose that over the interval
(—o00, 0] the demand process was a simple stationary Poisson process with rate A.
Modify Theorem 13 to account for this change and establish the new distribution
for X (), t > 0. Prove your result.

9.4. The analysis presented in Section 9.3 was based on the assumption that time
was continuous. Suppose that time is divided into periods. Let A;; represent the
expected demand at base i in period 7. Demand in each period is independent
of demands in other periods and has a Poisson distribution with mean A;;. For
this discrete time case, develop the analysis required to compute the probability
distributions for X, the random variable for the number of units in the depot’s re-
supply system at the end of period ¢, and X;;, the random variable for the number
of units in resupply for base i at the end of period 7.
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Real-time Execution Systems

Real-time decision-making focuses on answering the question, “What do I do
now?” The “what” activities differ by application, of course; however, every ser-
vice parts resupply system faces this type of question. Let us begin this chapter
by examining briefly the types of questions that arise in a few different settings.
We will then explore one application in substantial depth.

The first example comes from the high technology sector. In one environment,
machines such as photocopiers and printers are located at customer sites. Ma-
chines are installed and removed daily from these sites by field service engineers
(FSE). Furthermore, a FSE also conducts repairs on these machines at customer
locations. The following is a list of questions that must be addressed daily in such
a system:

1. What should be done with a machine that is removed from a customer site?
Should it be refurbished, torn down for critical parts, or scrapped?

2. As the population of installed machines changes over time, how should stocks
of service parts be reallocated within the supply network? Is it cost effective
to transship these parts from one location to another? Should the parts be
scrapped?

3. When many types of parts are awaiting repair, which ones should be entered
into the repair process now?

4. When many types of machines are available for refurbishing, which ones
should be entered into the repair process today?

5. As parts and machines become available through the procurement and repair
processes, where should they be stocked?

6. Given the level of stocks on hand, on order, in repair, and in the pipelines,
what parts should be ordered today? Should new machines be purchased and
torn down for parts?

A second example arises in the environment we described in Chapter 6. There
we examined a situation in which service contracts were written for each cus-
tomer, for specified groups of machines (or parts), and for each customer site.
The tactical planning models we developed in Chapter 6 produced a set of target
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stock levels based on long run expected behavior of the system. But contracts per-
tain to short run behavior, and insuring that contractual obligations are met is of
critical importance to long term customer satisfaction.

With that said, suppose a machine requires repair, and a particular part is
known to be needed to complete the repair. Suppose further that the FSE has
access to the required part. Should the FSE use the part to complete the repair?
This question seems to have an obvious answer, but upon some reflection, it is not
clear what action should be taken.

For instance, suppose there are only two active customer contracts that could
require a particular part. The first contract stipulates that over the contract period
of one year, 80% of the machine repair calls must be satisfied within 48 hours. The
second contract stipulates that over the same contract period of one year, 98% of
the machine repair calls must be satisfied within 8 hours. Suppose that over the
first 9 months of these contracts, 92% of the service calls under the first type of
contract have been satisfied within 48 hours, but only 93% of the service calls
under the second type of contract have been satisfied within 8 hours.

A call now comes that falls under the first contract type, and there is only one
unit in stock of the part type that is required to complete the service. Furthermore,
it is likely that this part will be needed to repair a machine under the second con-
tract type before another unit becomes available. What action should be taken? A
complex model is likely required to assist decision makers that manage contracts
in this environment. Most static decision rules need not perform well. Obviously
there are significant information system and business process implications asso-
ciated with implementing various types of decision support mechanisms in these
situations. The question remains as to what the relationship is between the cost of
creating the infrastructure required to capture and act on the data, and the value
derived (in terms of customer satisfaction and retention) from the use of a com-
plex modelling environment. This question must be asked in all situations.

A third example is found in automotive service parts environments. Decisions
must be made daily as to: (1) what parts should be stocked at each location in a
multi-echelon resupply network, (2) what part types should be ordered each day at
each location, (3) what mode of transport should be employed to ship parts from
one location to another, given the current state of the system, (4) what location
should provide a part to a location that needs it, and (5) where should parts be
stocked in warehouses as they arrive from a supplying location? Clearly there are
many other types of decisions that must be made in this environment. Since such
systems often contain many hundreds of thousands of part types stocked at many
thousands of dealers/retailers and tens of stocking locations within an automotive
company, the need for effective real-time decision support models is evident.

Considerable evidence exists showing that service and costs can be improved
by constructing and implementing real-time operations models and information
infrastructures in many settings. Several authors, including [214], [215], [126],
[198], [128], [129], and Abell et al. [1], have shown how real-time approaches
and models to managing repairs and parts in aviation settings can improve perfor-
mance substantially. In the remainder of this chapter, we will develop a series of
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real-time models for managing expensive service parts in the aviation sector. We
will also demonstrate the effectiveness of employing these models.

10.1 Real-time Capacity and Inventory Allocations for
Reparable Items: Introduction

The real-time operational planning process we examine in this section focuses
on day-to-day decision-making in an aviation service parts repair and distribution
system. Each day, planners determine the best way to allocate available repair ca-
pacity among different items and the best way to allocate available inventories to
a set of bases. These allocation decisions, which must be made in highly dynamic
environments, are largely driven by the information available about the current
state of the system, as well as the information available about the demands that
are likely to occur in the time periods that the decisions will affect. Since the level
and reliability of such information is limited, the operational planning horizon for
such a system is finite. The usual goal of the operational planning activity is to
satisfy operational requirements at minimum expected cost over the time periods
impacted by the current decisions.

Our objective in the remainder of this chapter is to formulate this operational
planning problem in several ways. Each of the models measures the economic
consequences of the current operating decisions; however, the models differ in
their complexity. We will examine three different systems in detail, and will
demonstrate the value of employing integrated decision models over using de-
centralized allocation rules in a range of commonly encountered operating envi-
ronments.

10.1.1 System Description

The system consists of a depot repair facility, a depot warehouse, and a set of
bases. Figure 10.1 shows the cyclic flow of materials in this system. When a part
on an aircraft fails, the defective unit is removed, and a replacement part of the
same type is dispatched from the base’s stock. The defective unit is shipped back
to the depot, where it joins a queue of parts awaiting repair. After the part is
repaired, it is sent to the depot’s warehouse, where it is then available for rede-
ployment to any base. If a required part is not on-hand at the base, a backorder
occurs. The backordered part will be subsequently supplied to the base from the
depot warehouse. Parts may be shipped from the depot warehouse to the bases via
a regular or an expedited shipment mode.

At any given point in time, there are inventories of each part type in various
places in the system. Specifically, a part may be:

1. In-transit from a base to the depot repair facility;
2. Awaiting repair at the depot repair facility;
3. In-repair at the depot repair facility;
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Fig. 10.1. The System Under Study

4. In-transit from the depot repair facility to the depot warehouse;
5. On-hand at the depot warehouse;

6. In-transit from the depot warehouse to a base; or

7. On-hand at a base.

Segments 1-4 constitute the repair subsystem, and segments 5—7 constitute the
distribution subsystem. Given the quantities of each part type in each segment
of the system, along with the knowledge of when parts in-transit will arrive at
their destinations, decisions must be made in each period regarding what parts
to repair and what parts to ship from the depot warehouse to the bases via each
transportation mode.

We begin by constructing a dynamic programming model for making repair
and allocation decisions for this system. Decisions are to be made each period
regarding how many units of each item type to enter into the depot repair cycle,
and how many units of each item type to ship from the depot warehouse to each
base. The number of units entering the repair process each period is limited by
the number of units available to be repaired, as well as by the maximum capacity
of the repair process (which is described as a maximum number of units). The
demand process at each base is described by a random variable whose distribution
may vary from period to period. We will make some simplifying assumptions
regarding lead times that will permit a relatively straightforward statement of the
problem. Nonetheless, we will observe that the resulting dynamic program can
not be solved for practical problems due to the size of the state space.
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Since this multi-period dynamic programming based formulation of the prob-
lem is computationally intractable, we will concentrate on developing alternative
formulations that are approximations, but are computationally tractable. Specif-
ically, we will present discrete-time, periodic-review models for making alloca-
tion decisions in increasingly complex operating environments. The first model,
although rather basic in its assumptions, provides both the framework and the
insight for dealing with the second and third models, in which an additional ship-
ment option and control over repair decisions, respectively, are captured in the
formulation. It is the third model for which we are ultimately interested in devel-
oping practical solution algorithms.

Each approximating model is in essence a multi-period newsvendor problem,
where the effects of the decisions made in one period are captured in subsequent
periods over the effective horizon. Thus, when solving the problem, the model
simultaneously makes decisions at the beginning of the current period for all pe-
riods in the planning horizon, implicitly assuming that these decisions will be
implemented and that there is no opportunity to alter the plan once more infor-
mation about the demand process is obtained. In practice, however, the models
would be employed on a rolling horizon basis, so that new allocation decisions
would be made every period based on new information about the system.

In describing each operational model, the difference between the planning
horizon of the model and the effective horizon of the model must be noted. The
planning horizon of a model encompasses the time periods in which allocation
decisions will be made. The effective horizon of a model encompasses the time
periods in which the effects of the allocation decisions will be measured. We now
describe the dynamic programming model and each of the approximating models
in greater detail.

In constructing the dynamic programming formulation of the decision prob-
lem, assume, for notational clarity, that there is only one mode of shipment avail-
able from the depot warehouse to the bases, that the shipment time is the same
for all items and bases, and that the repair lead time plus the time to transport
a repaired item to the depot warehouse is the same for all item types. (All three
of these assumptions will be relaxed when we describe the approximate models.)
We also assume that the decision-maker has visibility of all parts in the distribu-
tion subsystem as well as the repair subsystem, with the exception of parts that
are in-transit to the repair facility (i.e., segment 1). It will be obvious how to ex-
tend the model when this assumption is relaxed; however, given this assumption,
the length of the planning horizon is taken to be the repair lead time plus the
transportation time from the repair facility to the depot warehouse. Thus, repair
decisions in the dynamic programming model will be made in the first period only,
and these decisions will affect the availability of parts at the depot warehouse in
the last period of the planning horizon. Allocation decisions will be made over
the entire planning horizon.

The first approximate model, which we call the stock allocation model, or
SAM, addresses only the inventory allocation problem and, as in the dynamic
programming model, allows only one mode of shipment from the depot ware-
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house to the bases (i.e, the regular shipment mode). The SAM determines how
many parts to ship from the depot warehouse to each base in each period of the
planning horizon. This model assumes that the decision-maker has complete vis-
ibility of parts in the distribution subsystem as well as those that are currently in
the repair process and en route to the depot warehouse, but has no knowledge of or
control over parts that are in the repair queue or en route to the repair facility (i.e.,
segments 1 and 2). Accordingly, the length of the planning horizon for the SAM
(i.e., the number of periods for which allocation decisions will be made) is the
repair lead time plus the transportation time from the repair facility to the depot
warehouse. Since the current contents of this pipeline are visible to the decision-
maker, this is the horizon over which the supply to the depot warehouse is known
with certainty.

The extended stock allocation model, or ESAM, also addresses only the inven-
tory allocation problem; however, in this model the decision-maker has the option
of using an expedited shipment mode to transport parts from the depot warehouse
to the bases. In making allocation decisions, the incremental benefit gained by
having parts arrive at a base earlier than they would have using the regular ship-
ment mode must be weighed against the incremental cost of expedited shipment.
The visibility of the decision-maker and the length of the planning horizon for the
ESAM are the same as for the SAM.

In the extended stock allocation model with repair, or ESAMR, capacitated
repair decisions as well as inventory allocation decisions must be made. The repair
decisions to be made are which parts (of those awaiting repair) should have their
repair commenced in the first period of the planning horizon. Like the dynamic
programming model, the ESAMR assumes that the decision-maker has visibility
of all parts in the distribution subsystem as well as the repair subsystem, with the
exception of parts that are in-transit to the repair facility (i.e., segment 1). The
reason for this final restriction is that in practice, the decision-maker may have
limited control over the timing and methods used by bases to return defective
parts for repair. The length of the planning horizon for the ESAMR is the same
as for the SAM and the ESAM; however, the repair decisions to be made in this
model affect the availability of parts at the depot warehouse in the last period
of the planning horizon, and hence, are integrated with the inventory allocation
decisions.

The objective of all three approximate models is to minimize the relevant
total expected system cost over the effective horizon, assuming that the current
allocation decisions for future periods will be executed without change over the
course of the planning horizon. For the SAM, this cost includes the incremental
expected cost of holding parts at the bases (instead of holding them at the depot
warehouse) and the expected backorder costs at the bases. For the ESAM, we
also consider the incremental cost of shipping parts to bases via the expedited
mode (instead of the regular shipment mode). For the ESAMR, in addition to
the incremental shipping costs, we also allow for an incremental cost of holding
parts at the depot warehouse (instead of holding them at the depot repair facility).
Repair costs, depot repair facility holding costs, and regular shipment costs are
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not captured in these models since they are not relevant. That is, assuming that
all demand placed on the system is to be satisfied eventually, these costs will be
incurred regardless of the current capacity and inventory allocation decisions. The
only relevant costs in the operating models are those associated with the timing
with which the parts are made to flow through the system from the depot repair
facility to the depot warehouse to the various bases.

As observed earlier, these approximate models would be implemented in a
rolling horizon manner. That is, given the system’s status at the beginning of a
period, the model’s recommendations would be followed for the current period
only, recognizing that the solution considers the consequences of the current pe-
riod decisions on future period decisions and costs.

The environment described in this section along with the models and algo-
rithms presented in the following sections are based on [39].

10.2 Notation and Assumptions

In this section notation for the first two approximating models, SAM and ESAM,
is defined as well as notation for the dynamic programming formulation . Addi-
tional notation will be defined as required.

The key to all of the model formulations lies in appropriately constraining
the inventory allocation decisions by the part availability at the depot warehouse,
as well as accurately capturing the relevant cost consequences of the inventory
allocation decisions. Namely, for each part type, we must capture:

the current stock level at the depot warehouse and the quantities due to arrive
at the depot warehouse over the planning horizon;

the current stock levels at the bases and the quantities due to arrive at the bases
as a consequence of the inventory allocation decisions; and

the costs incurred each period as a consequence of the inventory allocation
decisions; namely, the incremental expedited shipment costs to the bases, the
incremental expected holding costs at the bases, and expected backorder costs
at the bases.

Remember that repair costs, depot warehouse holding costs, and regular shipment
costs are not relevant to the SAM or the ESAM since these costs will be incurred
regardless of the current inventory allocation decisions. Since the flow of parts
from the depot repair facility to the depot warehouse is predetermined in these
models, the only relevant costs are those associated with the #iming with which
the parts are made to flow from the depot warehouse to the bases.

The following notation is used throughout this chapter:

Network Parameters
I the set of items, indexed by i.
J the set of bases, indexed by j.
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Time Parameters (All are assumed to be an integer number of periods.)

T;
T

e
Uy

the repair lead time for item i, including transport to the depot warehouse
from the repair facility. (The index 0 denotes the depot warehouse.)

the regular transportation lead time for item i to base j

from the depot warehouse.

the expedited transportation lead time for item i to base j

from the depot warehouse. We assume that 1 < le < Tl;

Decision Variables

p
Yijt
e
Yijt

i

the number of units of item i to ship via regular transport from the

depot warehouse to base j in time period ¢, =0, ..., T;o.
the number of units of item i to ship via expedited transport from the
depot warehouse to base j in time period 7, =0, ..., Tjo.

the number of units of item i to enter into repair in time period 0.

Supply and Demand Parameters

Sior

Sijt

Sijt

Xijt

Cmax

Cmin

the known cumulative supply of item i available at the depot warehouse
through period ¢ (i.e., inventory on-hand at the beginning of the planning
horizon plus stock arriving through period ). These parameters define the
pipeline stock profile coming into the depot warehouse at the beginning
of the planning horizon and are unaffected by current allocation decisions.
They are defined for periods t =0, . .., T;o.

the known cumulative supply of item i available at base j through

period 7 (i.e., net inventory at the beginning of the planning horizon

plus stock arriving through period #). These parameters define the pipeline
stock profile coming into base j from the depot warehouse at the
beginning of the planning horizon and are unaffected by current allocation
decisions. They are defined for periods t =0, .. ., Tl; + T;o. Note, however,
that Sijt = Sij(Ti;-—l) forall t = Tz;’ ceey Tz; + Tio.

the cumulative supply of item i available at base j through period 7.
These parameters are affected by current depot warehouse allocation
decisions, and are defined for periods t = le, cee Tl; + To.

the cumulative demand of item i at base j through period ¢,

a random variable, defined for periods t =0, .. ., Tl; + T;o.

the number of units of item i available for repair in time period 0.

the maximum number of units (over all item types) that can be entered
into repair in time period O (i.e., the repair facility capacity).

the minimum number of units (over all item types) that must be entered
into repair in time period 0, where Ciyin < ) _;; R; by assumption. In many
practical applications, this parameter would likely be set to

min(zi 7 Ri, Cmax) so that as many units as possible are repaired.
min(R;, Cnax), the maximum number of units of item i that can enter

the repair process in time period 0.



10.2 Notation and Assumptions 233

Cost Parameters and Functions

hij the incremental cost per period associated with holding a unit of item i
at base j instead of at the depot warehouse.

bij the unit shortage cost per period for item i at base j.

ejj the incremental cost of shipping a unit of item i via expedited mode
from the depot warehouse to base j. This cost is assumed to
include any incremental holding costs while in transit.

Gi;j: () the function describing the expected incremental holding costs and
backorder costs incurred in period ¢ for item i at base j,

defined for periods r = Tf/', Cl, Tl; + T;o. The function argument is S;j;,
the cumulative supply of item i at base j through period ¢. That is,
Giji(Siji) = hijE[Siji — XijeIt + bij E[Xijr — Sijiel ™.

Q;;j(-) the function describing the expected incremental holding costs incurred
beyond the end of the effective horizon for item i at base j.
The function argument is S; J (T 4Tio)» the cumulative supply of item i at

base j at the end of the effective horizon. That is,
Qi (Sijr+10) = hij X2y 1001 ELSijy 470 = Xije ™

Some explanation should be given for the item-specific time periods over
which the parameters and variables are defined. As mentioned earlier, the goal
is to capture all of the incremental expected costs that are a direct consequence
of the allocation decisions made during the planning horizon (i.e., in periods
t = 0,..., T for item 7). Note that since different items may have different
repair lead times, the number of periods for which supply information exists (i.e.,
T;o, the pipeline length) may differ from item to item. Also, since the shipment
lead times Tl; and Tl‘ to the various bases may differ across items and locations,
the consequences of the allocation decisions made at the depot warehouse may
be realized within time windows that vary by item and by base. Specifically, for a
given item i and a given base j:

Incremental expected holding costs are realized in periods ¢ = le R Tl; +
T;o.
Expected backorder costs are realized in periods t = le e, Tl; + Tio.

Incremental costs for expedited shipments from the depot warehouse are real-
ized in periods t = 0, ..., Tjo.

In addition, the models capture the end-of-horizon implications of carrying
inventory at each base for each item. Note that although the supply may make
it possible to send extra inventory from the depot warehouse to bases, carrying
inventory at a base at the end of the effective horizon is appropriate only if the ex-
pected future demand at that base warrants it. To address this, the model includes
a cost term that reflects the expected incremental holding costs that would be in-
curred in periods following the end of the effective horizon. This cost function,
first introduced in [43], measures the expected number of future periods worth
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of inventory that are on-hand at the end of the effective horizon and multiplies
this figure by the item’s incremental holding cost per period. That is, the expected
future holding cost associated with having [Sij(T,C-+Tio) - Xij(T,-;-+Tfo)]+ units of
item i on-hand at base j at the end of the effective planning horizon is expressed
as:

o0
Qij(Sijarz+m) =hij Y ElSijayeny — Xid™ (10.1)
t=Ti;+7}o+l

It is easily shown that Q;; is a convex function of its argument.

10.3 The Dynamic Programming Model

We now formulate the repair and inventory allocation problem as a dynamic pro-
gram. Recall that there is only one mode of transportation from the depot ware-
house to the bases in this model, and the repair and transportation times are the
same for all items and bases. Thus, T;o = Ty for all i € I, and Tlf = T" for all
i € I, j € J. The planning horizon is Ty for all items, with the effective horizon
being 7o+ T, since the economic consequences of the decisions made in periods
0 through Ty will be incurred through period 7o + 7". The incremental holding
and backorder costs incurred at the bases through period 7" — 1 are beyond our
control.

Given the notation of the previous section, the following constraints must be
met as the optimization is carried out:

t
Sioe = DY ¥ Vielt=0,... T, (10.2)
jel =0
Siocry) = Siop—1) +vi, Vi €1, (10.3)
. t—T"
Siji = Sijcrr—n + Y ¥ (10.4)
t'=0
Viel,jel,t=T",...,T" + T,
Cmin < Zvi < Crmax; (10.5)
iel
0 <v; < Cj and integer Vi € [, (10.6)

yirjt > Oandinteger Viel,je J,t=0,...,Ty. (10.7)

Let S,_7+ be a vector whose components are the values of the S;;, quantities.
Thus, S;_7r measures the cumulative amount allocated to each base location and
available for allocation by the depot through period ¢ given the initial conditions
and subsequent repair and allocation decisions. Also, let X,_7- be a vector of
cumulative demands for each (7, j) pair through period ¢. Define the state of the
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system at time ¢ to be (S;_7r, X;_7r_1). Furthermore, let Y,_7+ be the vector of
allocation decisions in period ¢+ — 7", whose components are y;;_7r) for each
(i, j) pair.

Given these definitions, one dynamic programming formulation of the simpli-
fied repair and allocation problem is as follows. The recursion is:

frosnen Srs Xny-1) = Y03 0 (Sijaz +7300: Xrp-1) (10.8)
iel jeJ

and

fT’+t(§t; }_(t—l) =

m_inZ Z Gij(T’-l—t)(gt; )_(t—l) + Z fT"+t+1(St + 1?t§ Xt)P[th)_(t—l]a
Y el jeJ %
(10.9)

where Q;;(-; }_(To,l) and G;j(7r 41 (5 X,_1) are conditioned on the vectors )_(70,1
and X,_1, respectively. Xy is the null vector. Decisions in period ¢ are subject to
the constraints (10.2)-(10.7).

It should be obvious that the number of states that would exist for any
reasonably-sized problem encountered in practice would be extraordinarily large.
Hence, the dynamic programming model is not a practical one for generating
repair and allocation decisions. We now turn our attention to alternative approx-
imation models that allow computationally tractable methods for making repair
and allocation decisions.

10.4 The Stock Allocation Model

In this section, the first approximation model is formulated, which we call the
stock allocation model, or SAM. This model is a convex program, and we show
that it is separable by item. We then propose two approaches for solving the item
subproblems. In the first approach, we derive bounds on the optimal values of the
decision variables and use these bounds to formulate and solve the subproblems
as linear programs. Although the LPs can be quite large, this method is exact, and
it provides a benchmark against which we can measure the performance of faster,
greedy heuristics. Two such greedy algorithms are presented here.

10.4.1 Model Definition

Recall that the SAM addresses only the inventory allocation problem and allows
only one mode of shipment (i.e., regular shipment) from the depot warehouse to
the bases. Given the notation of the previous section, we can describe the SAM
as follows:
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T} +Tio

(SAM) minimize » > { > Gije(Sije) + Qij (Sij(ry+70)) ¢ (10.10)

iel jeJ ;:Ti;.

subject to
Sior > Zzy,j,,,vz el,t=0,...,To, (10.11)
jeJ t'=0
=T
Sije = Sijar-n + Z Yijers (10.12)
’ '=0
Viel,jel,t= U,...,Ti;—i—Tio,

y,-’jt > OandintegerVi € I, j € J,t =0,...,Tjo. (10.13)

Constraints (10.11) ensure that stock is available at the depot warehouse before it
is allocated, and constraints (10.12) relate the quantities received at the bases with
the corresponding quantities shipped from the depot warehouse.

Observe that no more than one item type occurs in any one constraint in this
formulation. Hence, the problem is separable by item. Letting Z* denote the op-
timal objective function value to SAM, this means that we can write:

v =%z},
iel

where Z} denotes the optimal objective function of the subproblem SAM;, given
by:

T} +Tio
i
(SAM;) minimize > 1 > Giji(Siji) + Qij (Sijry+70)  (10.14)
jel | =17,
subject to
Sior = ZZy,ﬂ/, Vi =0,.... T, (10.15)
jeJ t'=0
=T
Sije = Sijar-n + Z Yijers (10.16)
t'=0
Vjeld.t=Th ... T} + T,

yl-’j, > Oand integer Vje J,t =0,..., T. (10.17)

The problem of solving SAM thus reduces to solving SAM; for eachi € I.

10.4.2 LP Formulation of SAM;

The objective function of SAM; given in (10.14) has two types of terms, those in-
volving single-period expected costs, and those involving end-of-horizon
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expected holding costs. For a given base j and a given time period
t e [T TIRERE (Tl; + T;0)], let us focus on the single-period cost function Gij;.
Since Gjj, is convex in its argument, it is a simple matter to find the solution to
the constrained newsvendor problem CN;j;:

(CNjj,) minimize G (Sijr) (10.18)

subject to S;j; > S‘ijt and integer.
Let S’U ¢ denote the largest optimal solution to this problem, so that

Sije = max(Syz, argmin(Gijs($)), (10.19)

WhereS—{l— X’Jt(blj—i-hl])-' |- ijt(bl]+hl])J}

Recall that S‘ij, = S‘,:,'(Tr p forallt e [T/, Tl; + T;o]. Thus, in order for the

IREEE
solutions S'ijt, t € [Tl; e, (Tl; + T;o)] to be nondecreasing in ¢, it suffices for
the corresponding distribution functions F,;, (x) to be nonincreasing in ¢ for all
values x. Since X;j; denotes the cumulative demand of item i at base j through
period ¢, this condition must hold. Hence,

Sija—n < Siji Vied.tellf, ... (T + Tl (10.20)

l/”"’

and we have the following theorem to bound the optimal cumulative stock levels:

Theorem 15. For all bases j € J and all time periods

elT]. ... (T + Tio)l,

let S'i i1 denote the largest optimal solution to CN;j;, and let Sl.* ., denote the corre-
sponding term within an optimal solution to SAM;. Then:

S'ij(T[_’/.fl) =8 =< Siji Vjeld.tellf (T, + Tip]. (1021

l]""’

Proof. The first inequality must hold for any feasible solution. Only the second
inequality requires proof. Suppose it does not hold for some base j, and let k be
the smallest index (i.e., the earliest time perioAd) for which the base violates this
condition. That is, S.*.k > Sijk, and S.*, < §;j; forall € [Ti;, ., k=D]
(Ifk = Tr this means that Sz](k = SJ(T’ n= N,‘j(TV_l) < Sij(T’—l)~) By
(10.20), we have that S,J(k n = S,jk Thus, S ik > S,jk > S,J(k n = Sz](k 1)
which implies that Sl?kjk S/(k h > 0. Recall, however, that S,]k — Sl](k =

L
Si J(T—1) — S; J(Th-1) = 0. Thus, the optimal solution must allocate at least one

unit of item i that arrives at base j in time period k. That is, y/* > 0.

ij(k=T})
Consider the following minor changes to the optimal solution to SAM;:

yirj(kai;) <~ yirjfk(kai;) —1 and

r r*
Yijte—1r41) < Vija—rr4n T 1
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The resulting solution is feasible. The shipment of one unit from the depot ware-
house to base j is delayed by one period, so that one /ess unit arrives in period k
and one more unit arrives in period k + 1. Moreover, this modified solution will
have S;jx = Si*jk — 1, but for all t # k, S;j; = S;ka' Ifk # Tl; + T;0, then the
only change to the objective function is that G, jx (S;;x) replaces G jx (S;‘jk). Since
Gijx is convex in its argument and S is the largest optimal solution to CN;j,,
Gijk(Sijk) < Gijk(Sijk) = Giji(Sj—1) < Giji(S];). Ik = T}, +To, then the
second term in the objective function will also change; but, since Q;; is a strictly
increasing function of its argument, Qij(Sl-j(Ti;JrTio)) = Q;j (S;‘j(Ti;JrTiO) -1 <
0ij (Sl.*j ar +T_0)). In either case, the modified solution will have an objective func-
ij i
tion value that is strictly less than the value achieved by the original solution.
Hence, the original solution cannot be optimal, and in any optimal solution we
must have S;kjt < §jj; forallt = Tl;, e (Tl; + T;p). O
Theorem 15 provides upper and lower bounds on the cumulative stock levels
in any optimal solution to SAM; . This result is used to construct a linear program-
ming formulation of SAM;. Letting

(1S =k,
Bijik = {O otherwise, (10.22)

we can reformulate SAM; as follows:

Ti+To Sy
minimize -1 57 308Gt
&I T =T k=S
Sij(Tl-rj-%—T,-o)
+ > 6,-J-<Ti;+r,-o>inj(k)} (10.23)
k=Sijcr—n
subject to
» 11
Sior = DY ¥y VE=0.....Tq. (10.24)
jeJ t'=0
Sije _ =T}
Z Sijik -k = Sij(T,.;.—l) + Z Yijers (10.25)
k=§,._,.(Ti; -y =0
Vjielt=T. . .T}+Tn.
Siji

Z Sijtkzl VjEJ,tZY;;,...,Y};+]}Oa (1026)

k=Sijar-1)
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3ijie € {0, 1} (10.27)
Vjiel t= Tl;, e, Tl’; + Ti0, k = Sij(Tl-;-—l)’ Cey Sijlv
yl-’j, > O and integer Vj e J,t=0,..., Tj. (10.28)

Since the cost functions G;;; and Q;; are convex in their arguments, and since
the cumulative stock levels S;;; and the parameters Sio, and S’i i assume only
integer values, the integer restrictions on §;j;x and y; ; are unnecessary. That is,
solving the LP relaxation of the preceding ILP will result in an integer optimal
solution. Hence, the integer restrictions on &;;,; and yi’jl in (10.27) and (10.28),
respectively, can be dropped, and the solution to the resulting linear program will
be an optimal solution to SAM;. Details can be found in [68].

The major drawback to solving SAM; using the above LP formulation is that
the number of variables can be very large. For practical purposes, it is possible to
reduce the number of variables by limiting the number of values each y!;, can as-
sume (e.g., multiples of 5, instead of 1). By making such restrictions, the LP will
yield a solution that is only approximately optimal, but for large problems, this
type of rescaling can be a very useful technique. Furthermore, since the second
derivatives of the G functions are not large in the neighborhood of their minimiz-
ers, the expected cost of the optimal solution to a scaled problem will, in most
realistic instances, be very close to the expected cost of the optimal solution to
the unscaled problem.

10.4.3 Greedy Algorithms for SAM;

Instead of solving SAM; as a linear program, let us consider two alternative
greedy algorithms that myopically exploit the convexity of the objective func-
tion. Solutions resulting from these algorithms may be used in two ways. They
may be used directly, or, since these algorithms provide basic feasible solutions
for the preceding LP, they can be used to seed the LP with a near-optimal solution.
Before describing these algorithms, we define the following terms to capture
incremental changes in the objective function. For all ¢t = Tl;, el Tl; + T;, let:
AG;ji(Sij) = Giji(Sijr + 1) — Gijr (Sijr) (10.29)

be the incremental change in the expected holding and backorder costs realized
in period ¢t when the allocation of item i to base j increases by one unit prior to
period ¢ or in period ¢ (i.e., when one more unit of item i arrives at base j prior
to period ¢ or in period 7). Next, define

T} +Tio
ACiji= > AGij(Sije) (10.30)
k=t

to be the incremental change in the expected holding and backorder costs over the
entire effective horizon when the allocation of item i to base j increases by one
unit in period ¢. Finally, let
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AQij = Qij(Sijy+10) + D = Qij (Sij(r)+1:0) (10.31)

be the incremental change in the end-of-horizon expected holding costs when the
allocation of item i to base j increases by one unit over the planning horizon.

Given these definitions, if in period ¢ an additional unit of item i is sent from
the depot warehouse to base j, the total incremental change in the objective func-
tion is as follows:

AZi(j, t) = ACij(t+T[;) + AQ;; when yirjt <~ yirjt + 1. (10.32)

Each of the algorithms begins with yl.rjt equal to zero for all t € [0, ..., Tjo]
and iteratively assigns available stock at the depot warehouse to bases according
to a greedy rule. For all # € [0, ..., Tjol, let Ajo; measure the total number of
units of item i that have been allocated in periods [0, ..., t] (i.e., sent to bases
from the depot warehouse).

In the first algorithm, GA, the greedy rule is simple: Over all periods ¢ in
which stock is available for allocation, find the (j, #) combination that produces
the largest objective function reduction AZ;(j, t), and assign a unit of stock to be
sent to base j in time period . We now formally state this heuristic:

(GA) A Greedy Algorithm for SAM;:
Step 0: Set yi’jl <~ Oforall j € J,t €0, ..., Tjp]. Note that this implicitly

sets Sjjr < S'ij, for all t € [Tl; C, Tl; + Tiol.) Set A;oy < O for all
tel0,..., Tl

Step 1: If Ajo7,, = SiOT,-o’ then STOP — no more allocations can be made.
Otherwise, determine t* = min{s : V¢’ > t, A;orr < Sjo}, the earliest period
in which a unit of stock is still available for allocation.

Step 2: For all j € J, k € [t*, ..., Tio], compute AZ;(j, k), and determine
(j*, k*) = argmin(j 1) (A Z; (j, k).

Step 3: If AZ;(j*, k*) > 0, then STOP - no further objective function
reductions are possible. Otherwise, set yi’j*k* <« yl.rj*k* + 1 (so that im-
pllCltly S”*(TIS'H) <« S[/*(T;;+t) + 1 for all ¢t € [k*,..., T;o]). For all
t € [k*, ..., Tiol, set Ajor < Ajor + 1. Go to Step 1.

The primary benefit of GA is that it only requires O(j) computations at each
iteration. This is because in Step 2, it can be shown that for each j € J, the
largest reduction AZ;(j, k) will be achieved in the first period k& > ¢* such
that Sij(k+T,-;-) < S‘ij(k_gi»;). Hence, not all periods k € [t*, ..., T;p] need to be

checked. The total time required for the algorithm is O(jT;o + j S’I-OT,.O).

GA will not necessarily find the optimal solution to SAM;. The reason is
that the availability of the depot warehouse pipeline stock is spread out over time
periods O, .. ., Tjo, but the algorithm allocates each unit of stock as if it were the
very last unit available. That is, GA does not consider the fact that stock that will
be available next period may be able to provide almost as much benefit to a base j
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as stock that is available now, but for another base j” waiting until next period may
reduce the benefit significantly. Under certain conditions, however, GA will find
the optimal solution to SAM;. Namely, if for some integer N we have Sior =N
forallt € [0, ..., Tjl, or if for some period k € [0, ..., T;o] we have §i0t =0
forallr € [0,...,(k — 1)] and S’iot = N forallt € [k, ..., Tjol, then GA will
find the optimal solution to SAM,;.

The second algorithm, LGA, is similar to the first, except that a look-ahead
step is performed before an allocation decision is made. That is, the algorithm
checks to see what the objective function reduction would be if the next two units
of available stock were the last two units available.

(LGA) A Look-Ahead Greedy Algorithm for SAM;

Step 0: Set yl.’l.t <« Oforall j € J,t € [0,...,Tj]. (Note that this implicitly

sets Siji < Sij forall t € [T}, ..., T/, + Tiol) Set Ajo; < 0 for all

tel0,..., Tl
Step 1: If Ajo7;, = Sior;,, then STOP — no more allocations can be made. Oth-
erwise, determine 1 = min{r : V&' > 1, Ajoy < Siorr}, the earli-

est period in which a unit of stock is still available for allocation, and
1y =inf{t > tf : Vt' > 1, Siorr — Ajorr > 2}, the earliest period in which
a second unit of stock is available for allocation. (Note that it is possible
to have 5 = oo if #] is the last period in which stock is available for
allocation and only one unit remains.)

Step 2: Forall j € J,k € [t;", ..., Tiol, compute AZ;(j, k). If ming; ) AZ; (j, k)
> 0, then STOP — no further objective function reductions are possible.
Otherwise, go to step 3.

Step 3: If 7 = oo, then for each j € J, determine k{ = arg minke[t;k ,,,,, Tiol
(AZ;i(j, k)), the locally best period in which to send another unit to
base j, and set Change(j) = AZ;(j, k{). Otherwise, for each j €
J, determine k{ = argminke[tiﬂmTio](AZi(j,k)) and (ja, ky) = arg

ming kees,.. Ton (AZi((J, k], (2. k2))), where AZi((j, k), (j2. k2))
represents the change in the objective function AZ;(j2, k2) after setting
y' <y . +1(this is only a look-ahead check — we are not actu-
ij(ky) ij(ky)

ally augmenting y",(k ) in this step); then set Change(j) = AZ;(J, k{) +
ij

J
X 1
min(0, AZ; ((j, k), (j2, k2))).
Step 4: Determine j* = argmin;c;(Change(j)). Set y” o <~y W + 1 (so
ij*ky ij%ky

that implicitly Sjj+(zs 1) < Sij+rz o) + 1 forallt € (k] ..., Tyo)). For
all k e [k]

*, .., Tiol, set Ajor < Ajor + 1. Go to Step 1.

LGA requires O(j?) computation time for each iteration, and the total time re-
quired for the algorithm is O (jT;o + j 2550T,-0)~ Clearly, LGA can be generalized
to be an n-step look-ahead algorithm for any #, but since the computation time for
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each iteration is O (j 1), such an algorithm is likely to be very computationally
intensive for n > 3. Note, however, th~at such an n-step look-ahead algorithm will
find the optimal solution to SAM; if S;or,, < (n + 1).

10.5 The Extended Stock Allocation Model

The extended stock allocation model, or ESAM, is a modification of the SAM in
which the decision-maker has the option of using an expedited shipment mode to
transport parts from the depot warehouse to the bases, in addition to the regular
shipment mode. In this section, the formulation of the SAM is extended to allow
for an expedited mode of shipment. The solution methods presented in the previ-
ous section to accommodate this extension are also modified. Unfortunately, The-
orem 15 does not apply to the subproblems of the ESAM. Hence, new bounds are
derived on the optimal values of the decision variables. Using these new bounds,
the subproblems can still be formulated and solved as linear programs. Modifica-
tions of the two greedy algorithms presented in the previous section are presented
for finding solutions to the ESAM.

10.5.1 Model Definition

Given the previously defined notation, we formulate the ESAM as follows:

(ESAM)
T+Tio 7;
minimize ) Y 1 Y Giji(Sije) + Qij (Sijcrymio) + ) eijyfj,  (10.33)
iel jeJ t=Tij. =0
subject to
13
Sior = Y Y h + 350, Vie Lt =0,... T, (10.34)
jel =0
min(t—T},Tio)
Sji=Syi+ Y, Y Vieljelt=T5 . ., T; 1,035
t'=0
min(t—Ti‘;.,Tio) t—Ti;.
Siji = Sijry—1) + Do Vet D Vi (10.36)
t'=0 t'=0
Viel, jel t=T}, ....T); + To,
yfjt, yirjl > OandintegerVie I, j € J,t =0,..., Tio. (10.37)

Note that the objective function (10.33) contains a new term to capture the cost of
an expedited shipment. Also, note that two sets of constraints, (10.35) and (10.36),
are used to relate the quantities received at the bases with the corresponding quan-
tities shipped from the depot warehouse. When there was only a regular shipment
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mode, t = T was the earliest time period in which the allocation decisions could
affect the cumulative stock level S;j, of item i at base j received through period
t. However, with the option of using an expedited shipment, it is possible to affect
S;jr for time periods t = Tf oo T — 1 as well.

As with SAM, ESAM is separable by item, and the problem reduces to solv-
ing ESAM;, for each i € I, given by:

(ESAM;)
Tj+To Tio
minimize Z Z Giji(Sije) + Qij (Sij(Tir/JrTio)) + Zeijyiejt (10.38)
jel | =15 ’ 1=0
subject to
t
Sior = Y Y Oy + 35, Y =0,..., T, (10.39)
jeJt'=0
min( =75 T0)
Sije = Sije + Z Vi (10.40)
t'=0
Viel =T .. T} —1,
T}, min(t—T%, Tro)
Sije = Sijar-n + Z Vi + Z Vi (10.41)
t'=0 t'=0
VielJ,t =T, ....T]; + T,
ijr’ yi’j, > Oandinteger Vje J,t=0,...,Tp. (10.42)

10.5.2 LP Formulation of ESAM;

As mentioned earlier, Theorem 15 does not hold for ESAM;, and hence new
bounds must be established in order to construct a meaningful linear program.
The reason that Theorem 15 does not hold for ESAM; is that while the cumulative
stock levels S;j; for t € [le e, Tl; — 1] can be affected by sending expedited
shipments in periods O through (7}; — 1) — T;, we cannot completely control the
cumulative stock pattern in these time periods. That is, the cumulative stock levels
Siji fort € [Tij., ..., T/. — 1] have lower bounds of S’,-j, because of what is in the
pipeline at time 0, and while the ability to augment the pipeline with extra stock
exists, stock that is already in the pipeline cannot be removed. This means that in
addition to S;;; > S’,- jr for every t € [Tij’;., R Tl; — 1], every feasible solution
also must have ;1) — Sijr > S‘ij(,+1) — Sij+. Because of this constraint, it is
possible that Sl.*jt is not less than or equal to S’ij,.

In order to derive new bounds for the decision variables of ESAM;, once
again focus on the single-period expected cost function G;j; and the constrained
newsvendor problem CN;;j; given in (10.18). For each j € J and each ¢ €

[ IR T:r/ + Tio], let 3’,-]-[ denote the largest optimal solution to CN;j;, and
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define:

My = max (S;x — Sij). (10.43)
k[T it]

We then have the following theorem:

Theorem 16. For all bases j € J and all time periods t € [Tl‘; (Tl; +

Tio)], let S’ij, denote the largest optimal solution to CN;j,, and let S;"jt denote
the corresponding term within an optimal solution to ESAM;, and let M;; =

mane[T,.j.,...,t]{S‘ijk — Sijk}~ Then:

Sije < SFy < Sij+ My Vjeltellf (T, + Tio)].  (10.44)

lj""’

Proof. The first inequality must hold for any feasible solution. The second in-
equality requires proof. Suppose it does not hold for some base j, and let k be the
smallest index (i.e., the earliest time period) for which the base violates this condi-
tion. Thatis, S7;, > Sjjk+M jx, and S}, < Sijl+M,»l forallz € [T, ..., (k=1)].

(If k = T}, then note that S}, |, = S:/(Tf—l) ij(re—1) < Sijrg—1-) Then

Stk = Stiay > Gije + Mjx) = Sfiq
> (Sijk + Mj©) = Sijoe—1y + Mjg-1))
> (Siji + M) — Sije—1) + Mjry)
= sijk - S‘ij(kfl)'

Since the S; j¢ are nondecreasing, the optimal solution must allocate at least one

unit of item i that arrives at base j in time period k. That is, we must have

ylf}?“(k_T_g_) > 0 or yl.rj*(k_T,_) > (. Without loss of generality, assume the latter,
1 1

and consider the following minor changes to the optimal solution to ESAM;:

*
Yijo-1z) < Yijoe—ty =1 and
Vijk=ty+n) < Vijw—rgn 1

The resulting solution is feasible. The shipment of one unit from the depot ware-
house to base j is delayed by one period, so that one /ess unit arrives in period k
and one more unit arrives in period £ + 1. Moreover, this modified solution will
have S;jx = S;“jk — 1, but for all t # k, S;j; = Sz*]z If k # Tl; + T;o, then
the only change to the objective function is that G;jx(S;jx) replaces G; jk(S;"jk).

But since G;jy is convex in its argument and S; ik is the largest optimal solu-
tion to CN;j;, we have that G;ji(Sijx) < Gijx(Sijx + Mjr) < Gijx(Sijx) =

le(Suk 1) < G,]k(S k) Ifk = T’ + T;o, then the second term in the objec-
tive function will also change but, smce Qi; is a strictly increasing function of its
argument, Q;; (S,J(Ti}+TIO)) = Qijj (Slj(Ti;+Ti0) D < Qij (Slj(Ti;+Ti0)) In either
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case, the modified solution will have an objective function value that is strictly
less than the value achieved by the original solution. Hence, the original solution
cannot be optimal, and in any optimal solution we must have S;ka < Sijt +Mj,

forall ¢ = T¢, ..., (T}; + Tio). H

Theorem 16 provides upper and lower bounds on the cumulative stock lev-
els in any optimal solution to ESAM;. As before, we can use these bounds to
construct a linear programming formulation of ESAM;. Letting

o 1 if S, =k,
Bijik = {0 otherwise, (10.45)

we can reformulate ESAM; as follows:

minimize Z Z Z 8ijtkGijr (k)

{ T+ Ti0 Sij+ M,

JjeJ t= T“ k= Sz/r
Si.i(r,;+Tio)+Mf(Tif,+TioJ Tio
+ > 8ijry+ 1ok Qij (k) + Ze,-,»y:;-t} (10.46)
k=Sijrr 1) 1=0
subject to
13
Sion = )Y Ol + 350, ¥i=0,.... T, (10.47)
j€T =0
S+ My min(t—T;. Tro)
Yo Symck=Sp+ D> Y (10.48)
k=S8;j '=0
Viedt=TS .. (T} -1,
gijtJert z—Ti'J. min(z— Te Tio)
Sijik -k = Sijarr—n + D ¥ + Z Yop  (10.49)
kzgff(Tf_’;—” t'=0 t'=0
Vjiel,t=T}, ..., T} + T,
Siji+Mji
Sije=1 Yjel.t=TE .. T+ T, (10.50)
k=5,
ij € {0, 1} (10.51)
Vjied i =TS ... T+ T,k = Siji, ..., Sije + Mjs,
ym, yl/, > (0andinteger Vje J,t=0,..., T . (10.52)

As with the SAM;, solving the LP relaxation of the preceding ILP will result in
an integer optimal solution. Hence, the integer restrictions in (10.51) and (10.52)
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can be dropped, and the solution to the resulting linear program will be an optimal
solution to ESAM,;.

10.5.3 Greedy Algorithms for ESAM;

Both of the greedy algorithms presented in Section 10.4.3 are easily modified to
accommodate the ESAM;. The incremental changes in costs AG;;;(S;jr), ACijq,
and A Q;; are defined as before, but now, to capture the total change in the ob-
jective function, the mode of shipment used in the allocation must be taken into
account. That is, we now define:

AZI(j, 1) = ACiju+1y)

+ AQi; when yl.’jt <~ yl.’jt +1,
AZ{(G, 1) = ACijirs)

+ AQ;j+ej when yiejz <~ yiejt + 1.

AZi(j, 1) = (10.53)

The modified version of GA, called EGA, is given below. Similar changes
are required to tailor the look-ahead algorithm LGA for the ESAM;, although
the details of ELGA are omitted. As with the original algorithms, the solutions
resulting from the modified greedy algorithms EGA and ELGA may be used
directly, or they can be used to seed the ESAM; LP with a near-optimal solution.

(EGA) A Greedy Algorithm for ESAM;:
Step 0: Set y;;?t <« Oforall j € J,t €[0,...,Tjpl,m € [r, e]. (Note that this

implicitly sets S;j; < S’ij, forallt € [Tl-j-, cee, Tl; + Tiol.) Set Ajo; < O

forallz € [0, ..., Tiol.

Step 1: If Aoz, = ~i0T;o’ then STOP — no more allocations can be made. Other-
wise, set 7* = min{r : Vi’ > 1, Ajoy < Sior ), the earliest period in which
a unit of stock is still available for allocation.

Step 2: Forall j € J, k € [t*,..., Tjol, compute AZ!(j, k) and AZ{(j, k), and
determine (j*, k*, m*) = argming; x ) (AZ]" (j, k)).

Step 3: If AZ?’*( J*, k*) = 0, then STOP — no further objective function re-
ductions are possible. Otherwise, set y{?:k* <« yl’;’: w + 1 (so that im-

plicitly Sij*(T,._';'* < Sij*(?}';'*th) + 1 forall 7 € [k*, ..., Tio]). For all

k € [k*, .., Tiol, set Ajor < Ajor + 1. Go to Step 1.

We now turn our attention to an operating environment in which repair deci-
sions as well as inventory allocation decisions must be made.

10.6 The Extended Stock Allocation Model with Repair

The premise for the extended stock allocation model with repair, or ESAMR,
is that a repair process, shared by all items, is the supply source for the depot
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warehouse. The repair allocation decisions made determine what items should be
entered into repair in period ¢ = 0.

Each item type i is assumed to have a fixed repair time from the time the repair
commences. Units of item type i that are selected to enter repair in period O reach
the depot warehouse in time period Tj, the last period of the planning horizon for
item i; hence, this supply will affect the costs realized over the effective horizon
foritemi.

When a decision is made to repair a part, there is a risk that the repaired
part may subsequently sit in the depot warehouse for some time if the projected
demand at the bases for the item is small. In such a case, it may have been better to
wait to repair the part until the projected demand at the bases made its need more
likely, since it is typically more costly to hold a serviceable part in storage than to
hold a damaged part in the repair queue. Thus, since the ESAMR includes repair
decisions, one of the additional economic considerations that is captured in this
model is the incremental cost per period associated with holding serviceable units
at the depot warehouse instead of at the repair facility. The following notation is
used to model this consideration:

h;o the incremental cost per period associated with holding a unit of item i at
the depot warehouse instead of at the repair facility.

Qio(-) the function approximating the expected incremental holding costs in-
curred beyond the end of the planning horizon for item i at the depot ware-
house. The function argument is SiOT,-O» the cumulative supply of item i at
the depot warehouse at the end of the planning horizon. (See below.)

The end-of-horizon expected incremental holding cost function in ESAMR is
given by:

o
Qio(Sior) = hio Y E[( > Sijay-n + Siono) -3 X,-jt]f (10.54)

t=T;o+1 jeJ jeJ

As with Q;;, Q;o is a convex function of its argument. By incorporating Q;¢ into
the objective function of ESAMR, a mechanism is provided for determining the
most cost-effective use of repair capacity. That is, items will be prioritized for
repair. The ones likely to be needed in the near future will be repaired instead of
items that may not be needed for some time. Note that for each period beyond
the end of the planning horizon, the expression (10.54) charges an incremental
holding cost on the expected excess of the cumulative total supply (in the subsys-
tem rooted at the depot warehouse) over the cumulative total demand. As such,
it is only an approximation of the true expected incremental holding costs since
it implicitly assumes that the cumulative total supply is fungible in satisfying the
cumulative total demand.

Having defined these additional parameters, the extended stock allocation
model with repair, or (ESAMR), is:
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(ESAMR)
T +Tio
minimize Z |:Z { Z Gije(Sije) + Qij (Sij (1) +7:0)
iel -jeJ t=Ti§
Tio .
+ Ze,-jy;},} + Qm(sl-om)} (10.55)
t=0
subject to
Sior > ZZ(yU,, +¥5), Vielt=0,...,To,  (10.56)
jelJt'=
min(z— T" Ti0)
Sijt = Sije + Z Yo (10.57)
t'=0
Viel,jelt=T5 ....T); - 1,
t—Ti;. min(f— Te Tio)
Sije = Sijay-n + Y Ve + Z Yo (10.58)
t'=0 t'=0
Viel,jel, t—Tl;,...,Ti;-+T,<0,
SiO(T,-g) = SiO(T,-of]) +vi, Viel, (10.59)
Crmin < ) Vi < Cinax; (10.60)
iel

0 <v; < C; and integer Vi € 1, (10.61)
Yijr» Vije = Oandinteger Viel,je J,t=0,..., Tio. (10.62)

Since Q¢ is a convex function of its argument, the objective function remains
convex in each S; ;. Constraints (10.59), (10.60), and (10.61) are new. Constraints
(10.59) replace the previously deterministic values SiO(T,-g) with SiO(Tl-o—l) plus
whatever gets entered into repair in period 0. Constraint (10.60) ensures that the
minimum repair requirements are met without exceeding repair capacity, and con-
straints (10.61) ensure that only units available for repair may be repaired. Unlike
the SAM and ESAM, ESAMR is not separable by item due to the capacity con-
straint (10.60). However, with a little more work ESAMR can be represented in
a form that is easily solvable.

Given an instance of ESAMR, let Z/ (s) denote the optimal objective function
value of the subproblem ESAM;, subject to the condition that S,()T0 = s. Suppose
Z;"(s) is computed for each i € I and for each s € {Slo(rio_l), A SzO(Tm 1+
C;}. Letting

|1 ity =k,
Sik = {O otherwise, (10.63)
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we can write ESAMR as follows:

Ci
minimize ) [Z ZF(Siomo—1) + k) + Qio(Sioro—1) + k)]s,-k (10.64)

iel “k=0
subject to
Ci
Y su=1, Viel, (10.65)
k=0
Ci
Crmin < Y Y kit < Cinax. (10.66)
iel k=0
S € {0,1}, Viel,k=0,...,Ci. (10.67)

It is not hard to show that for each item i, the optimal ESAM; value
Z;‘(S‘,-O(Tl.o_l) + k) is nonincreasing and (discretely) convex in k. (This convex-
ity depends critically on the fact that the k additional units of available inventory
all arrive at the depot warehouse in the same planning horizon period Tjq. If the
inventory were to arrive in different periods, then convexity could not be guar-
anteed.) Moreover, Q,-()(S’,'O(Tio_l) + k) is increasing and convex in k. Hence, the
objective function (10.64) captures the tradeoff, among item types, of using re-
pair capacity to make more inventory available for use at the depot warehouse
and potentially incurring incremental holding costs on this additional inventory.
Because of the convexity of (10.64), the following greedy marginal analysis al-
gorithm, EGAR, can be used to solve ESAMR to optimality, provided that the
optimal Z} values are used.

(EGAR) A Greedy Algorithm for ESAMR:
Step 0: Foralli € I,k =0,..., C;, determine

Wi (k) = ZF(Siomg—1) + k) + Qio(Sioro—1) + k).

Setv; < Oforalli € I.Set A < 0.
Step 1: If A = Cpax, then STOP — no more repair capacity is available. Other-
wise, for alli € I with v; < C;, compute

AW;(v;) = Wi(v; + 1) — W; (v;)

and determine i* = arg min;c; (AW; (v;)).

Step 2: If AW;x(v;x) > 0 and A > Cpp, then STOP — no further objective
function reductions are possible. Otherwise, set vjx <— vj* + 1, and A <
A+ 1.Goto Step 1.

Even if the greedy algorithm EGA is used to solve the ESAM; subproblems,
so that the resulting values Z}(Sio(7;,—1) + k) fork =0, ..., C; are only approx-
imate, it can be shown that these values will remain nonincreasing and convex
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in k. Hence, EGAR can be used to make real-time repair and inventory alloca-
tion decisions using an exact or an approximate method for solving the ESAM;
subproblems. Note also that since this approach is largely separable by item, the
computational effort required to perform a sensitivity analysis is minimal.

In the next section, we compare the solution quality and computational ef-
ficiency of the approximate method to the exact LP solution under a variety of
supply system configurations and operating system states.

10.7 Numerical Study

Two primary reasons exist for conducting numerical experiments. First, the qual-
ity of the solution resulting from the heuristic allocation techniques is compared
with the optimal solution to the ESAMR under a variety of different operating
conditions.

Second, and more important, the conjecture that integrated real-time decision
models are of significant operational value in dynamic environments where in-
ventory imbalances exist should be tested, as is often the case in actual service
parts supply chains. As noted earlier, inventory levels found in service parts sup-
ply chains are often too high or too low for the current operating situation. This
can occur because an item’s inventory position often must be decided far in ad-
vance of its availability. When demands eventually arise for the item, the available
quantity may not be appropriate for the current demand processes. See [199] for a
detailed description and example of this phenomenon for the C-5 Galaxy aircraft.

To address the first objective, the EGAR algorithm outlined in Section 10.6
is implemented, where the item subproblems are solved approximately using the
EGA heuristic from Section 10.5. The solution from this approach is compared
with the optimal solution to the ESAMR, which is obtained by solving a linear
programming version of the ESAMR formulation given in (10.55)-(10.62). A
simulator randomly generates problem instances for this comparison. Details are
given in Section 10.7.2.

To address the second objective, the continuous operation of a service parts
supply chain is simulated using two different methods for making allocation de-
cisions. The long-run performance of these methods is then compared. The first
method uses the EGAR algorithm (with the EGA heuristic embedded) to jointly
make repair and inventory allocation decisions in a rolling-horizon manner. The
second method employs a decentralized approach in which the EGAR algorithm
is used for making inventory allocation decisions, but a first-come, first-served
rule is used to manage the repair queue. Details of the experiment are given in
Section 10.7.3.

10.7.1 Testing Environment

To facilitate the numerical study, a large-scale periodic-review service parts sup-
ply chain simulator was used to create operating system states for different supply
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system configurations. A supply system configuration is defined by the following
factors:

the number of items and bases;

the lead times for repair, regular transport, and expedited transport for each
item and base;

the mean and variance of demand each period for each item and base;

the incremental holding, backorder, and transportation costs for each item and
base;

the maximum repair capacity each period; and

the total system inventory level of each item.

In the numerical experiments for testing the value of the integrated approach,
the following factors are held constant. There are 12 items demanded at 5 bases.
Repair, expedited transport, and regular transport lead times are 3, 1, and 2 peri-
ods, respectively. The return transportation lead time for failed items to the depot
repair facility is 5 periods. The incremental holding costs at the depot warehouse
range between $0.14 and $0.27 per unit per period across the items. The incre-
mental holding costs at the bases are twice that of the depot warehouse and range
between $0.28 and $0.54 per unit per period across the items. The backorder cost
is 9 times the holding cost rate for each item at each base. The incremental unit
cost of expedited transport was $0.80. The factors that are varied include the re-
pair capacity utilization (80%, 90% and 95%) and the demand process variance-
to-mean ratios (1 and 10).

In the numerical experiments for testing the quality of the EGAR heuristic
approach, the same factor values just described are used, except that two values of
the regular transportation time are tested (2 and 5), and two backorder-to-holding-
cost ratios are tested (9 and 20).

Item Item Demand Rates
Location 1 2 3 4 5 6 7 8 9 10 11 12
1 6.2 5.0 4.0 3.0 1.2 0.6 6.2 5.0 4.0 3.0 1.2 0.6
2 6.2 5.0 4.0 3.0 1.2 0.6 6.2 5.0 4.0 3.0 1.2 0.6
3 6.2 5.0 4.0 3.0 1.2 0.6 6.2 5.0 4.0 3.0 1.2 0.6
4 6.2 5.0 4.0 3.0 1.2 0.6 6.2 5.0 4.0 3.0 1.2 0.6
5 6.2 5.0 4.0 3.0 1.2 0.6 6.2 5.0 4.0 3.0 1.2 0.6
Item System
Inventory 515 410 325 240 115 60 255 220 155 85 40 15
Levels

Table 10.1. An example of the item demand rates and system inventory levels.

For both experiments, the demand processes for each item at each base are
taken to be stationary and independent over time and location. While the method-
ology can handle more complicated nonstationary demand processes, the experi-
ments are designed to demonstrate the value of making integrated decisions even
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with relatively stable demand processes. Two types of demand distributions were
used, Poisson (to simulate a variance-to-mean ratio of 1) and negative binomial
(to simulate a variance-to-mean ratio of 10).

The demand rates for the 12 items are set as follows. For the first 6 items,
a mixture of high, medium, and low demand rates represent a composite set of
items, as is typically found in practice. The demand rates for the second 6 items
are identical to those of the first 6 items. The demand rates for each item are
identical across the bases.

The system inventory levels for the first 6 items are set to values that are
slightly above those required to minimize their steady-state expected holding and
backorder costs. This case represents items that are in long supply. For the sec-
ond 6 items, the system inventory levels are set to approximately one-half of the
inventory levels of the first 6 items, representing items that are in short supply.
An example is given in Table 10.1. (The inventory levels shown in Table 10.1
correspond to an instance in which the demand processes are Poisson processes.)
Thus, the testing environment contains a mixture of high, medium, and low de-
mand rate items, some of which have ample inventory and others of which do not
have sufficient inventory in the supply chain.

10.7.2 Exact Approach vs EGAR Heuristic

For this comparison, we examine supply system configurations that exhibit condi-
tions under which the performance of the methods is likely to differ. Twenty-four
different configurations are tested in all. For each configuration, one thousand
operating system states were randomly generated, using the simulator, to create
problem instances. The EGAR algorithm and the exact approach are applied to
each instance. The simulator created instances instead of creating them manually
to avoid potentially biasing the experimental results with statistically unlikely sys-
tem states.

Regular Lead Time =2 Lead Time 2 RegularLead Time=_5 Lead Time 5 Average
A Backorder Cost  Backorder Cost Average Backorder Cost  Backorder Cost Averag e
Utilization | Demand VTMR | “yiujiiple—9  Multiple =20 Multiple=9 ___Multiple =20
80% 1 0.85% 0.95% 0.90% 0.68% 0.91 % 0.79% 0.85%
10 0.93% 0.79% 0.86% 0.85% 1.03% 0.94% 0.90%
80% Average 0.89% 0.87% 0.88% 0.77% 0.97 % 0.87% 0.87%
90% -g-l 1 0.83% 0.95% 0.89% 0.78% 0.72% 0.75% 0.82%
10 0.84% 1.02% 0.93 % 1.11% 0.95% 1.03% 0.98%
90% Average 0.84% 0.98% 091% 0.95% 0.83% 0.89% 0.90%
95% 1 1.04% 0.75% 0.90% 0.89% 0.94% 0.91% 0.90%
10 1.07% 0.85 % 0.96 % 1.29% 1.00% 1.15% 1.05%
95% Average 1.06% 0.80 % 0.93% 1.09% 0.97% 1.03% 0.98%
Average 0.93% 0.88% 0.91% 0.93% 0.92% 0.93% 0.92%

Table 10.2. Average deviations of the EGAR cost above the ESAMR optimal cost.

Table 10.2 contains the results for each of the twenty-four configurations ex-
amined. The numbers in the table represent the average percentage deviation of
the expected effective horizon cost incurred by employing the EGAR heuristic
from the expected effective horizon cost incurred by using the optimal ESAMR
solution.
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There are several questions of interest to discuss:

1. How frequently did the decisions resulting from the two approaches match?
Matches in every single allocation decision were observed for many of the prob-
lem instances (i.e., operating states) tested; however, complete matches were not
a usual or frequent occurrence. Due to the combinatorial nature of the problem,
small differences in repair decisions, shipment timing, and quantity were com-
mon, and hence makes it difficult to devise a meaningful measure of the “close-
ness” of two solutions directly. It is clear from Table 10.2, however, that these
small differences did not greatly affect the resulting expected costs.

2. How close are the expected costs over the effective horizon resulting from the
two approaches? As Table 10.2 shows, the average relative difference between the
expected costs of the EGAR heuristic and the exact approach are very small over
all supply system configurations tested. The largest overall cost differences occur
when the demand process variance-to-mean ratios were high, and repair capacity
utilization was high. This combination caused large and frequent shortages to oc-
cur for long periods of time, which, in turn, magnified the small deviations from
the optimal inventory allocation that were made by the myopic EGAR heuristic.
However, at the item level, the most significant factor in determining the quality
of the EGAR solution relative to the exact solution was the choice of the system
inventory level. The simple explanation for this is that the constrained newsvendor
cost functions are relatively flat in the area of their minima. When there is suffi-
cient inventory of an item to meet most demand requirements, small deviations
(in terms of quantity shipped and shipment timing) from the optimal operating
allocation will have relatively little impact on the overall system cost incurred for
this item. In such cases, the performance of most reasonable allocation policies is
likely to be good. Since the EGAR heuristic attempts to minimize expected costs,
albeit myopically, it performs well when the system, as a whole, has enough stock.
When the system inventory level for an item is far too low, small deviations from
the optimal solution will produce much larger relative cost differences than when
the system has sufficient inventory. It is in these cases that the logic and robust-
ness of the allocation rule becomes extremely important. Our experiments show
that the EGAR heuristic performs well even when there are significant inventory
imbalances in the system.

3. What is the magnitude of the computational advantage of using the EGAR
heuristic (with EGA embedded) over the exact method? On average, the ex-
act method’s solution time was approximately five times longer than that of the
EGAR heuristic. The EGAR heuristic is much faster than the exact method be-
cause the necessary expected cost computations are done on an as-needed basis.
The majority of the processing time for the exact method is devoted to computing
all of the necessary cost coefficients found in the ESAMR model.
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10.7.3 First-Come, First-Served vs Integrated Repair Allocations

As stated earlier, to test the value of an integrated approach over a decentralized
one, two different methods for making allocation decisions are implemented. The
first method uses the EGAR algorithm (with the EGA heuristic embedded) to
jointly make repair and inventory allocation decisions. The second method em-
ploys a decentralized approach in which the EGAR algorithm makes inventory
allocation decisions, but a first-come, first-served rule (FCFS) is used to manage
the repair queue. That is, the repair decisions were made with no knowledge of
downstream requirements and were based solely on the order in which items are
returned for repair. It is not necessary to examine a FCFS rule for both inventory
allocation and repair since such an approach will perform less well than FCFS for
repair decisions and EGAR for inventory allocation decisions.

For each supply system configuration, a simulation was run for one thousand
time periods, after a warmup phase. Five separate random seeds are employed,
along with their antithetic random number streams, for a total of ten simulations
runs for each configuration. The outcomes for different levels of repair capacity
utilization and demand uncertainty are summarized in Table 10.3. The data in
the table indicate the average per period cost observed across the ten runs and the
standard deviation of these average per period cost values. These results show that
by considering repair and inventory allocation decisions jointly, costs are reduced
by 13.3% on average, with the reductions ranging between 9.2% and 16.0%.

Allocation Rule
. . Relative Cost
Repal.r.Cap.aﬂty Demand FCFS ESAMR Improvement of

Utilization Process VTMR ESAMR
80% 1 $1,712.71  £$11.70 $1,443.95 +$13.05 15.7%

10 $1,763.01  +$26.89 $1,554.13  £$26.50 11.8%

90% 1 $1,713.15  +$11.73 $1,443.80 +$13.03 15.7%

10 $1,773.05 +$29.25 $1,569.92 +5$29.61 11.5%

95% 1 $1,716.65 +$11.71 $1,442.60 +$12.92 16.0%

10 $1,802.50 +$40.32 $1,636.45 +$56.32 9.2%
Average $1,746.84 +$21.93 $1,515.14 +$25.24 13.3%

Table 10.3. Simulation results for FCFS vs ESAMR.

Note that these results are based on fairly benign stationary demand processes.
Real demand data are typically nonstationary and exhibit attributes for which the
integrated approach will likely outperform simple and/or decentralized allocation
rules by a wider margin. Furthermore, these experiments reveal that by allowing
lateral transshipments in the integrated model, costs are lowered by an additional
10.1%, on average. This demonstrates that there is potential for significant eco-
nomic value in using an integrated repair and stock allocation decision process.
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10.1. Llenroc Industries provides service parts and repairs for a variety of types
of computers. Demands for these parts arise in two distinct ways. First, there are
requests for these parts from companies that provide on-site repair of computers.
These companies order parts on a daily basis and expect that these parts will be
shipped to them on the same day. Second, Llenroc also repairs and refurbishes
computers as well as repairs certain component parts. Hence Llenroc also con-
sumes parts to complete its repair and refurbishing activities.

There are four ways that Llenroc obtains serviceable parts. First, for many
item types, Llenroc can purchase parts directly from the Original Equipment Man-
ufacturer (OEM), such as IBM. Second, Llenroc can buy new machines from
these OEMs and remove parts from these machines. This is called “stripping” the
machines. Third, Llenroc can buy used machines on the open market. Once on
hand, critical parts are removed from these machines and tested. If they pass the
test, they are placed into serviceable inventory. Otherwise, they are either repaired
or scrapped. Not all components are repairable, for example, transistors. Even
items that are designed to be repairable are not always repairable. Certain failure
modes result in parts that can not be repaired. Thus only a fraction of the units
of repairable type items can be repaired. Fourth, certain defective parts removed
from computers, which have entered into Llenroc’s repair or refurbishment pro-
cesses, are repaired by Llenroc. As mentioned, not all item types are repairable.
Obviously, Llenroc is capable of repairing only a subset of the item types that are
found to be defective in the computers that it is repairing or refurbishing.

At a given moment there is a certain amount of stock on hand in Llenroc’s
parts warehouse. Furthermore, there are new machines on order from OEMs with
known due dates. There are also various amounts of individual item types on order
with appropriate OEMs that are expected to be in Llenroc’s warehouses at known
times in the future. There are also used machines that are on-hand that have yet
to be stripped down and to have their parts tested. There are also parts of various
item types that are awaiting repair in Llenroc’s repair facility.

There are costs associated with each of the four possible ways that Llenroc
can obtain serviceable parts. There are current market prices for new and used
machines. There are also current market prices for each new item type that could
be purchased. There are also costs for stripping down both new and used ma-
chines, and these costs differ by machine type and whether the machine is new
or used. Needed parts removed from used machines require testing, which has an
associated cost, and these parts may fail the test. Finally, there is a cost incurred
to repair individual parts.

Additionally, there are lead times associated with the purchase of new and
used machines, and for the acquisition of new parts. There is also a time required
to test parts removed from the used machines. There is also capacity required to
repair defective parts. Certain types of parts require the same type of capacity.
Thus items are grouped by the type of capacity required to complete their repair.
Each item type is repaired in a single type of capacitated work center.
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Every type of computer entered into the repair and refurbishment process has
a probability of needing each part type to complete its service. Demand for parts
occur for two reasons, as stated earlier. First, demands occur from external cus-
tomers for each item type according to a time dependent Poisson process, with
rate ), (¢) for item i on day ¢ in the future.

Second, a computer repair and refurbishment schedule dictates the require-
ments for parts. This schedule indicates what type and quantity of that type of
computer will be worked on during the next T days. This plan is fixed for T days
on a rolling 7 day horizon basis. That is, each day planners determine what com-
puter types should be repaired and refurbished on the 7" day in the future. For
service parts planning purposes they look beyond this horizon so that they can
plan external purchases of new and used machines and new parts from OEMs.

OEMs can always provide parts on a one day basis either from their stocks or
through parts brokers. But, this cost is very high and is avoided if possible.

Your task is to develop a real-time parts acquisition model. That is, develop a
model that minimizes the total cost of acquiring and repairing parts over the plan-
ning horizon. Consider acquisition costs, repair costs, lead times, and capacities
in your model. Also indicate how you would compute your purchase and repair
quantities.

10.2. At the beginning of this chapter, a situation was discussed in which service
contracts are written for customers and for groups of machines at the customer’s
operating locations. These contracts are for service guarantees over a fixed period
of time. Obviously, meeting these contractual obligations is of importance since
future business with each customer is related to the service provided currently.

From the service provider’s perspective, resource allocation decisions are
made every day that affect service provided to these customers. A conjecture was
made that the following situation can occur. Suppose there is stock on hand for a
part type and a demand arises for that part type at a customer site. Given the level
of service already provided to that customer at that site, and the service provided
to other customers to that point in time, it may not always be best to satisfy that
demand immediately. An illustration of such conditions was given in the begin-
ning of this chapter.

Your assignment is to construct a model that could be used to determine
whether or not a part should be dispatched to meet a demand arising at a given
time. Among the factors you should consider in the model are the current level
of satisfaction of contracts that could require the use of this particular part, the
length of time until inventory replenishment will occur for that part at the stock-
ing location, and the likelihood of requiring that part by other customers over the
time until future replenishments will occur.

10.3. Consider the two echelon system depicted in the following figure, consisting
of a depot and n bases.

The depot orders units of a given part type from an external supplier. If the
depot desires, it can also return stock to the supplier. Activity with external cus-
tomers arises only at the bases. Demands for the item arise at a base and returns
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I

DEPOT
BASE 1 [ » BASE2 [ ..... " BASE=n

vl vl vl

Fig. 10.2. System Structure

from customers also occur at bases. Hence net demand at a base in a period may
be negative.

Assume that both regular and expedited shipments are permitted between any
two bases or the depot in a period. Expedited shipments are assumed to be less
expensive between bases than from the depot to a base. Although returns from
customers may occur in a period at a base, only the depot may return stock to the
external supplier.

Suppose we have a planning horizon of but one period in length for a single
item. The following decisions must be made for that item.

(1) How much should the depot purchase from the external supplier or return to
the external supplier.

(2) How much should the depot allocate to each base and how much should be
shipped from a base back to the depot.

(3) How much stock of the item should be transshipped between bases (regular
and expedited modes of transport).

Assume that events arise and costs are incurred in the period as follows. At
the beginning of the period, we see how much stock is on hand at each base and
the depot. At that point, we decide:

(1) the amount to purchase or return to the supplier by the depot,

(2) the quantity to ship back to the depot from each base,

(3) the amount allocated by the depot from its stock to each base (assume what is
purchased from the supplier by the depot in the period is available for alloca-
tion), and

(4) the transshipment quantities between the bases.

Assume that the cost associated with each action is proportional to the quantity
purchased, returned, or shipped. That is, there are no fixed costs. Also assume that
all these transactions occur immediately.

Once the allocations of stock have been made, the net demand at each base is
observed. Remember, the net demand could be negative. When demand at a base
exceeds the stock on-hand at that base, an expedited or emergency resupply will
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occur, if possible, from another base. If no base has on-hand stock, an emergency
shipment will be requested from the depot. (The emergency resupply cost from the
depot is greater than that from another base.) A system shortage cost is charged
on a per unit basis when there is no stock on hand anywhere in the system and
backorders are incurred. Holding costs are charged at the end of the period. The
holding costs are the same at all bases, but are lower at the depot.

Your goal is to construct a model and to present a method for finding purchase,
return and transshipment quantities that minimize expected costs for the item in
the period. Carefully state all assumptions.

10.4. Extend the model developed in Section 10.4.1 to consider transshipments
among bases. Assume bases are located so that transshipments can be made only
among certain groups of bases. Assume these transshipment times are shorter
than le
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