MBA & 3is

KXKF
R E R INEM
XK EF

E.

UNIVERSITY
PRESS

FERE P Fefir|El




BXAKZEREERINHA
BN K% MBA R34

MBA EWHEE

HEF 24TE %F

B X KZFHRKT



S N

[

s

EB7ERR%E (CIP) ¥iE

MBA F )\ HE/AEEF, BiTESGE. —R. RBRFEHRA, 1999, 1
IR FEB A R I H

LK MBA 251 0k

ISBN 7-307-02705-4

[oMe 1. Offe OF- 1. FE-FSEL-HHM V. HI

o [E AR A B A48 CIP BUEESF (1999) %6 00124 5

EIR K H Rt AR
(430072 FHE B
T 648 70 1l 4 B0 48 A A BR 37 4 2% R B A
(434000  WIALH M ATITH K AT 1B
e BB KT R & AT
19994F 1 AT 1IAR 19994F 1 AE 1 WEIRI
TF4,787x1092 1/16 EPFK.15. 25
FH.363 TF  EE.1—3000
ISBN 7-307-02705-4/H » 158 E#:16.00 Jt

FHMBNEFREERE, FFRN R



¥

A& &

D2 IR i~ ]
(LR L HF KR HRE . “HKIER MBA IR AR A HFEMERZ —, £

EHE S ERBOE M 5 OB (F L IGE) BN MBA 5T AE BB M B A B AR
AEA KHBAL IR T (MBA €W 3E3E) MM MBEN R, MBA BE LUK, 52 B € IR
T MBA RFIH b (615 W 3% B SRR A ER 1% i AR Rt AR R AR 4 ), (B MBS 4 9 [ S Bk A
(MBA LMk 3iE) 6E .. FLRER, MBA G, % Lt AR M 138, Xt B 1 A TR & a0 oK,
X B SR B S BB O BT R E R B R R, AR AR W+,
MEEESZFNFRGEEEF, DEEHHEEM AL LRHE BECRIMHSRIE) £
o, B RA %S % H A AR MRS,

ABRAR, WREEE, EAMER. Ho0% bl EMEEEXERR MBA &
FIBH 90 SFVEREFITEME. 2H3L15 BT, 3T 14 RTTEE MBA T E2ER, B
A ER BREXE S B H I — SRR MR, RBNORSRASERE S HTE N
DL, T EAR B SE A, R ARAT PN A L A R M £ IR R AR 5 4. B R Sk
A TEHEE BRHS%, Bit, A HEEAFTEBREN. EEMNGERSENTE A
FHEMER W BGEEM, CEARBHNERESRBI TS YA LS EZ A,



MBA FWHEE

W= W

LB A BUF R W) (AT R R P ALE . “ KiB R MBA BF5T AN F#4
REZ—."FetiRiA. “RE MBA IRAEEFERE - ENRETHSCLMEFERL
MBEEMBBER.FIR GEHAL B, RIEERE MBA XM ENTTENHE
EHRREVHMERD SEELERENA, KM MBA IRARERFHERELN
BE (N [ BR 2 0% — iR AN 36 B E 1% A9 MBA RiIBE ¥R H, 4u0, F 2B &M (MBA
BV JEE) X TR PF, # DR M KA H AR (MBA % L 3B HM 4 F IR B EL.

HEATAR, SEBRHBITH MBA IEH¥ BAF, WERM A ER 1L MBA L HiEH
F, R EERN MBA XRERENBREERAL TR B EERE®HN . GHY4T EN
RERNLT RSN 5RE, X S5HERMEEIOERE KR PR, R0 i85 % #m e
AHRGHIR, RELMTTH LA KFHIES, QI5EF MBA 35, BEA VR
F MBA AFHEHFR5I 3 EHIMERAKFER MBA 84, EEEERTINENTEY
MBA ¥ W HEEHM KA, HIEERRE RN B BN A XA FEN MBA £\ %iE
BB R, XTRETUT—SHER. H— HEaRNERHERESE, KBk,
ABIGEBEMALARY R HME U, HREEIE, MASSEN SR OIFEEIMNE
EL, BT —RAKEE S LR E W FE, B, %5 (MBA £ L35 B A e -
ATHEF, B RRTT AR L, — AN 3E 15 2 1T BE 0 8 2 49 5 — SRR OB, {2 MBA 3 & 4 5
SEETR), RAELE N T A4 IR P9 AR B W0 5 9 2 38, X (MBA £V 3iE) 5 A
BRI E(ERR S KE) S(EHF ST %) R AKX R,

FERNLT £/ MBA FIEH¥EH, MBA ¥4 X4 LBRE LS BB RAHITE
KA B, 55X —FE BRME R OB 1 R, BRITFR R ESR—TF, B
ABMNE ZABAFIBEME: Bk, RITEXNHRETB(MBA SWEB)WEELT BFERK
MEBMAFE AR 4L, SF B R SHEME; KK, RITE AR BENHE Y BN T/
. BAMEGRIXML LN, FHEEINSIEFENHEED, HESORESEL
F, M EE S ERNER, AR BECEIFBERE) BT BB EENLES
FRERAGRNTR AOENER 5. F, RELENRES INUAEER#T —£
B+ ZBHWAE “Portable MBA in ...” B MBA b, X4, RATX EHFT T .08
BEA, K T ARDHR, IRFE L,

T, RAVYPOR AN R, FERNETHFEPREED T, RINEABNELY BHIEE
HBEPHERNEREMBF R FERR FYRCANEX S AR E, &350
90% L EJBT 90 FREEMFRR S L E1E, R A EEIE MBA EF#4, 25
15 B0, BRBE BTN BREXHE SN, b 14 BTEA FRTFARBHEH
MBA #FIREIHR, IR S —BREUKBEEHN T ER YT —, ERNENRESFE, 1]
RGN HRBE MR EES— DR ENN IR LR TRE TN BEERIA 1Y

1




HENE

HRAS ESHEE AEEMNEIREXFESRK, MIFRRIMNESHEER R TEENER, &
ITAK, G BRIEEHE —FRE M5, Rigit 54 =0 ABRTHGER. M, RITR
FER AFE R MBA ¥4 #1T TRBH BB LA BN EN. ERF LB — K s
K, AERAV X5 BRI FIRGE R, — 4213 MBA 8 & BB E 0 K58
RER IR R R U S E BRABHT A 1E S0, b/ RE TR AR 2 O B BR T 5 vk 11 % .
—RRULR, FFIEBHA L LB ER, TR A M SRS 2 KM 5 a8 BRI
TS A o)k, RSB T —UEFEANANE. L, EEFERS SRX —%T, RI1%E
MAR—ROHERRBER, ME - EFRA PSRN ER, BYEaEC L ES
SHSL A DT BT BRI T R RO REAL PR AR R S O R
—PMRABRE NV EEN TR,

AHHMF - EEHERADLERA—FEBARBRNEE, Iy, ABKE 8T
7 B Text A Tl Text B BIEBSY, 140, ZE“ BWE" X — BT, Text A HFHIR LA BYE, Text B i
M RAE SR T 7E“ HIR B 57 X — BT, Text A WA REFRS LS, MRS M EME T
AR, Text B YFHNIRE R 55 + 7 5 797 £ LA IE B £ i) — 263 TUIE 20 5 REAR 3 18
WHEMART, XPEAH BT MBA 2% 4 5l 5 8555 N R IR B A1 69 TAE.

HIEF] MBA ¥ £ M LR B ERMKRA M TR, Bl $ a8 T 507 B 35T
HERBRXBEXILTEHRANGER L, ATFABEE8L, b M BR, ' 4
BBV T LATESE — 300 E B A SE3IE, 35 2 MR AR L 1R B S R M
A BT LERST, WA Text A T Text B, B FRIE L2 52, 4 MBA TER K WE K
FZAFH, FUE - ERRAIGE, B %0 EASM, Text A 1 Text B 4
T %2,

A 1s BT, A HEREFHERMERS, MES TR, £EFRE. BFERS (8=
), Bl sRIT(FE), BE(EHE), MEEB(EANE), BEATMNBEEEH(ELE),
W5 MBIHT (B + 28, B $RA(E =2 MERE S 4R GE NS, B ES
B AFNEBRE ), AT N¥(EE), TigE(EAE), ANBHEBEHE(ENLE),
ﬁi%%ﬂ(%i*ﬁ),‘é‘ﬂ:f‘a‘,@\?\%(%+—$)ﬂ%ﬁﬁ%§iﬁ§f’ﬁ(%+£E)o B st
SR BRI A RRGIHT T2 B8R,

APERE LB P —HBHRAEEBEREMBIAEE M B HE /T
S, U, ATRE R, Fet, RTOREE, BEHE — A% E A RHERF MBA 33
SRMBXFEN(MBA LA HIB)HH, BRI A RN, Hit, EBRRAZ L E X
%, BB EFMIEE R FBH,

w
1998 49 A FRIN K S HH 20



R

WK MBA HHBES

W
A K & AR

RS

i+t
B AR AR :
RIE ‘
HE XD

(KL E A )

e atg ARz MEE
HgR ARE ek AT
#HEx AKX & £ EAL




MBA TWHE

CONTENTS

Unit 1
Unit 2
Unit 3
Unit 4
Unit 5
Unit 6
Unit 7
Unit 8
Unit 9
Unit 10
Unit 11
Unit 12
Unit 13
Unit 14
Unit 15

Management for Productivity
Organizational Behavior
International Trade
Commercial Banks ==+«

Investments

prO]eCt Management et aseiee s s e bt ter v cer ser see e n e

MNE’ s Multinational Activities +--c--veee+
Marketing

Human Resource Management D T

Strategic Management -

Management Information Systems

Understanding and Analyzing Financial Statements
International Business Negotiations -

International Business Contracts

Advanced Business Writing

Key to Exercises

Selected Bibliography

(1)

- (12)
e (22)
- (37)

- (49)
=+ (60)

- (72)

- (84)
-+ (98)
< (112)
-+ (126)
- (139)
- (156)
- (171)
- (189)
- (202)
-+ (233)



Unit 1 Management for Productivity

Unit 1

MANAGEMENT FOR PRODUCTIVITY

Text A Operations Management in Organizations

To create finished goods or services by successfully combining labor, materials, and other
resources inputs, any organization must satisfactorily perform three basic activities which are
also referred to.as components of operations management: 1) obtaining and storing raw
materials; 2) scheduling the utilization of these materials; and 3) creating finished goods
through the combined efforts of people and technology.

It is important to understand that the elements of operations management apply to both
manufacturing and service organizations. It is just as important for banks, public agencies,
hospitals, stores and schools to manage their service operations as it is for a manufacturing firm
to manage its production function. Products constantly move through a manufacturing facility;
clients continually flow through a service operation. Performance success in such case requires
that all facets of the transformation process be well managed, as finished goods and services are
the result of decisions that exercise good operations control. If the environment were always
certain and the future always predictable, these decisions would be easy and routine. But this is
not the case in today’s world. Operations management and control is thus an essential and
exciting managerial task. It places a premium on the manager’s ability to plan well enough in
the first place as that operations can be effectively controlled to ensure desired results in the
final analysis.

The field of operations management is dedicated to helping managers create and improve
upon operations. Ideally, this ensures that the needs of any organization or sub-unit and its

customers are best satisfied. Typical operations management decisions are accepted as follows:

Capacity decisions
How much production capacity is needed?

How flexible should this capacity be?

Facilities decisions

Where should facilities be located?



MBA TWHEF

How many are needed and of what sizes?

Work flow and technology decisions
What workflow layouts are best?

What technologies should be used?

Materials and inventory decisions
How often should materials be obtained?

How large should inventories be?

Quality decisions
What level of product quality is needed?

How do we achieve the desired quality?

The context for making good operations management decisions is set by overall
organizational objectives and strategy which is a long-term plan that sets critical direction for
the enterprise. Up until recently, the important and vital link between strategy and operations
management was relatively neglected by managers in many industries. Finally, the competitive
pressures of global markets and a volatile economy have reawakened managers to the
significance of productivity improvement through better operations management. This quest is
proceeding at a fast pace in both manufacturing and service enterprises. Its success depends on
the foundations of operations management. The following is a case-study of part of operations

management;

Huffy Corporation Upgrades Its Operations

The totally mechanized factory isn’t in yet at Huffy Corporation, the bike manufacturer.
And it isn’ t likely to be for a long time to come. But Huffy has dramatically upgraded its
operations at the 32-year-old Celina, Ohio, plant, and turned it into a model of how U. S.
firms can meet the challenges of foreign competition.

In years past the firm faced the test with imported bikes taking an ever larger share of the
market, and its newest plant with automated equipment wasn’ t living up to expectations.
Huffy’ s senior management decided to close the new plant and make a major investment in
upgrading the Celina facility. At the time, 2,200 workers at Celina were turning out 10, 000
bikes per day. Now, 1,700 workers there make 15, 000 bikes a day. The company claims it is
the most productive bicycle factory in the world — requiring only 42 minutes to make a bike.

The new plant gives special attention to quality, production and inventory management .
Every attention is given to creating defect-free products, and to making sure parts and
assemblies flow smoothly and rapidly throughout the plant. Suppliers furnish materials and

2



Unit 1 Management for Productivity

parts just as they are needed, and must certify that they meet specifications. Those who can’t
are immediately dropped. They are also required to ship frequently. For example, Huffy
receives steel daily from an Ohio company. It doesn’t take longer than a week for the steel to
be turned into a bike; five years ago it took three. A plant manager says, “Our goal is to have
things come in the morning and go out that evening.”

Plant employees get involved in making decisions affecting their work. Management
expects workers to inspect the results of their own labor and correct any problems before
passiﬁg the in-process product along to the next work station. A quality inspector randomly
takes a completed bike completely apart. “Most of the time there are no defects. ” he says. “The
company has trained the employees to do a better job and we are part of a team.” Exactly,
Huffy employees apply a team approach to many jobs, organizing groups of people and machines
into work cells. In one such cell, several workers make the forks that hold bike wheels. They
use machines to shape, grind, weld, and drill the forks to specifications. They share the tasks
and inspect the finished products. Of course, they’re responsible for correcting anything that
goes wrong in the cell.

People and machines blend together at Huffy in optimum combinations. An electrostatic
painting system puts the base coat on all bike frames. But experienced workers apply touch-up

paint using hand-held spray guns. The painter robots just aren’t smart enough to do that.

New Words, Phrases & Expressions

raw materials

schedule vt .

utilize vt .

operations management
facility n.

client n .

performance 7 .

facet n.

routine n.

place a premium on sth.

sub-unit »n .

capacity decision
facilities decision
workflow # .

inventory n .

context n .
organizational objective
strategy n .

volatile a .

FbHE .
W AR AR (R RS)
M, PR (GBS ; B (2%
EEEE

Wk, TA

B, k%
(AR F B, (85 AN IR A0) 1 B
(FERE ) 7 &

BT T4

A HRBER, REE
T

o B B

K TR MY B
TAEN R

RV %, BH

W LEFX

AR

g, Fews

S, 8 Tk
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upgrade vt . f#--- F A
automated equipment B 3Lk &
live up to expectations A ER

senior management BREHE
defect-free a. TEHRW

assembly n. s i >
furnish vt . 7t

certify vt . kB

specifications 7 . AR

in-process product S BEPR P R
randomly adv. FHL3E

take sth. apart e PRl

work cell TAEIg)

drill forks to specifications EE AR E LR
optimum combination BiI%S &, BRitA &
electrostatic painting i

base coat B

touch-up paint A

hand-held spray gun FHEABES

robot n . PLE§ A

The totally mechanized factory isn’t in yet at Huffy Corporation.
B Ak 23 ) 1 R 58 2 LI ML,
Our goal is to have things come in the morning and go out that evening.

FATH BARR AR E W, 75 Mk ),

Study & Practice

I. Translate the underlined sentences in the following passage into Chinese:

Operations_management is a branch of management theory specially concerned with the

activities and decisions through which organizations transform resource inputs into product

outputs. Broadly stated, the product inputs can be either goods or services. The resource inputs

or factors of production, include the wide variety of materials, technologies, capital,

information, and people needed to create finished goods or services. The transformation

process, in turn, is the actual set of operations or activities through which various resources are
_utilized to create a finished product of value to a customer or client in the organization ' s
external environment.
The notion of value-added is very important to operations management. If operations add
value to the original cost of resource inputs, then: 1) a business organization can earn a profit
4



Unit 7 Management for Productivity

— that is, sell a product for more than the cost of making it (e. g. , fast food restaurant

meals); or, 2) a nonprofit organization can add wealth to society — that is, provide a public
service that is worth more than its cost (e.g. , fire protection in a community). To achieve
such ends, the operations of all organizations — manufacturing and service — must be well

managed. Ideally, this will ensure that all resources — human and material — are combined in

the right way and at the right time in order to create a product at minimum cost and of high

quality.

Reference to Specialized Terms & Expressions:
broadly stated I X H
factors of production EEEE
organization’ s external environment HAR IR IF I
value-added a . AR
community 7 . X
to achieve such ends M T EBXEH Y
at minimum cost ‘ DA B LA

11. Translate the following sentences into English :

1. BREEHEEE, — PR TEEA B I SIS MBI H AR,

2. M HERRIRES R SN, BRSNS REN BRE.

3. EBHBEBRM A, AR THESH,

4. BANRBRRBEROQEESHEL BAR BAE FERHFRENA N £ A£G a7 5

HHR% .

AT RN 5 8 R, A PR AR K AL R — 5 HL SR IR AL,

6. AT RETER: — RSB S WENHTIR ST E; — R ARSI,

7. BRI SR A ORI R E PR A, BRI R R A P, B R AT
BARENTA,

8. A THWAFF BRI M A, BAVE AR EFaEk, =0 4,

W

III. Write an abstract about 100 words based on reading the following passage:

There was a day that Tenant Company was threatened with a survive or fail situation.
Word arrived at company headquarters that the motorized floor sweepers it was shipping to
Japan had potentially disastrous defects. They were leaking oil, something that the Japanese
customers wouldn’t tolerate. And to make things worse, Toyota announced that it was coming
out with a competing product.

Well, that was almost ten years ago, today Tenant Company has sales of more than $
160 million compared with $ 98 million at the time. It owns 60 percent of the North American
market for floor maintenance equipment, has 40 percent of the world market, and has
forestalled Toyota’s expansion in the United States. What began as a potential disaster, was

5
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turned into an opportunity to undertake a quality improvement program that is a text-book case
today.

Tenant’ s President, Roger Hale, started the process by turning to consultant Philip
Crosby. He pointed out that the product had to be made right the first time, and recommended
that the firm eliminate the rework area where 18 of its best mechanics were assigned to fix any
defective sweepers that rolled off the assembly line. This meant that assembly workers had to
make fewer errors, and had to catch any they did make. Managers and workers met in small
groups 1o brainstorm ideas of how to improve quality. They ended up changing the shape of the
assembly line, rerouting deliveries of parts, and revising some production procedures. They
were taught statistical quality control techniques to help monitor defects and establish goals for
reducing their frequency.

One group discovered that the oil leaks were caused by failure to use the latest hydraulic
technology, poor training of some assembly workers , and use of fittings from different
suppliers that failed to meet common specifications. All this has been corrected. President Hale
says proudly, “The leadership on the quality program has come from the factory floor.” Every
18 months now, just to keep quality in sharp focus, the company sponsors a Zero Defect Day
complete with a magic show and live entertainment. At the end of the day everyone agrees once

again to make a personal commitment to do his or her work right the first time.

Reference to Specialized Terms & Expressions

brainstorm ideas KRB, TEMEESHNEE
rerouting deliveries of parts BRI EHFERNER

revise vl . i1, B 1F

monitor vt . JLagill]

frequency n. G

hydraulic a . WER

fittings n . AN eI

sponsor n. & wvt. RN, BB R, £

Text B Case Application
—Multi-Chem’s MRPII System

The U. S. chemical industry is highly competitive and tightly controlled. Multi-Chem, a
multinational chemical and pharmaceutical manufacturing firm with three U. S. divisions, tries
to maintain a competitive edge by maximizing its efficiency in the manufacturing process. One
strategy is to have all of its divisions adopt an integrated manufacturing resource planning
system — MRPII.

The steps involved in turning raw materials into finished chemical products are relatively

6
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simple. However, almost anyone in marketing, production, finance, product development, or
management can affect the production schedule. A single change in schedule for one product at
one plant may cause a “ripple effect” on products, intermediates, and raw materials at another
plant. Stresses placed on processes by conflicting business and production demands can result in
costly inefficiencies — excess inventory on the one hand and failure to meet customer demands
on the other hand. Production schedules and plans must be continually adjusted to meet the
changing business environment.

Like other manufacturers, Multi-Chem tries to minimize these inefficiencies by using a
production plan and master schedule to tie all of the manufacturing activities together. The
production plan establishes monthly rates of production and is developed to meet the sales plan.
The master schedule converts the monthly production rates into a weekly schedule and plans the
necessary material and capacity based on anticipated customer demand. A final production
schedule, reflecting the availability of material and plant capacity, responds to actual customer
orders. The daily production schedule tracks production and shipments on a daily basis to
ensure that both production and business plans are met.

Multi-Chem’ s MRPII system helps to meet these planning needs by providing a scheduling
system to show what is required by a particular process and when. The system plans all levels
of a product from raw materials through finished goods and tracks information to ensure that
tasks can be completed quickly and profitably. The MRPII system shows today’s balance {or
every product, intermediate, and raw material it tracks. It can project what the balance will be
on any future date, given expected sales, shipments, production, and purchases. It can
recommend changes in shipping or manufacturing schedules based on its calculation of shortfalls
and excess.

The system is used at many locations by employees whose positions range from inventory
clerks to production planners to divisional managers. Some of these users need exact, detailed
answers at once. Others expected to see an overall picture once a quarter. The following
examples are illustrative:

MultiChem’ s agricultural chemical products are manufactured at plants in Illinois and
Alabama, and about 15 by outside processors under contract. A vendor has shipped defective
bottles to an outside processor that produces Ag Chem No. 1. The inventory control clerk in
the Contract Manufacturing Department knows that Ag Chem No. 1 is also produced at the
Alabama plant. He wants to find out if some bottles can be transferred to the outside processor
(in Memphis) with too much impact on the Alabama plant’s schedule.

The director of production is preparing for the quarterly planning meeting with his
counterpart in world headquarters. He needs to know the net inventories of Ag Chem No. 3,
together with export and marketing plans for the next five quarters.

Marketing has changed plans for Ag Chem No. 7 (made at the Alabama plant), causing
an increased demand for Ag Chem No. 11 (made at the Illinois plant). This change, in turn,
may affect the schedule for HCN (an intermediate product made at the Illinois plant). The

7
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Hlinois plant needs to know how to adjust HCN production. It may also need to rework the
schedules for raw materials and labor.

‘The MRPII system runs on the central mainframe computer at Multi-Chem’s U. S.
corporate headquarters. A network of terminals with telecommunications links to the central
computer ties in divisional headquarters, plant sites, and departments. Inquiries such as that of
the inventory clerk for the number of bottles on hand can be serviced directly on-line through
these terminals. However, the requests for information in the other two examples require much
more complex totaling, analysis, and manipulation of data. Computer jobs to provide the
answers must be submitted together and run later or overnight.

Since the MRPII systemn was installed, Multi-Chem has reported inventory reductions of
up to 52 million, with annual savings of $ 240, 000 in inventory carrying costs and a 98

percent inventory accuracy.

New Words, Phrases & Expressions

MRPII — AL R i (A7) FEIR AL R R 4
ripple effect WL
intermediates 7 . Hp [E] 7=
inefficiencies n . %%

master schedule FHEE FHER
anticipated customer dernand TRHR & TE B 5K
order n . JE B

track vt. E‘E%}?

shortfall » . =8, 80

excess n . R, Ht
inventory clerk BETF RS
processor n . LR ; AL B 4L
quarterly planning meeting FEEMARIE W
mainframe computer Hho AhE
network terminal P 2% L i

total vt . A

manipulation n .

(X #F Ik B 8 F; B

It can project what the balance will be on any future date, given expected sales,

shipments, production and purchases.

WRET B HER SRR AL KR, T R M 2 94 5 1247 — K 1 4%

.
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Study & Practice

I. Translate the following sentences into Chinese:

1.

In fact, MRPII is but one of the successful examples in operations management in

manufacturing firms.

To me, the most evident advantage about the MRPII is that it helps the manufacturing

firms minimize the inventories.

. To any firm, manufacturing or service, reduction of inventories means the cut in the

COSsts.

. Since the market demands are not static (BFZfY), the data in the MRPII should be

dynamic (Bh7&5H)).

With computers widely used, today, it seems easier for a manufacturing firm to set up

an MRPII system.

. The greatest difficulty in establishing MRPII is to conduct an unbiased ( &I A#Y)

market survey so as to obtain an anticipated customer demand for a given product in a

given region.

. The advertisements campaign resulted in an increased demand for product of this

model, such change, in turn, affected the schedule for introduction of the product of

the second generation.

. The MRPII system runs on the central mainframe computer at Multi-Chem’s US

corporate headquarters in New York.

II. Translate the following sentences into English:

A B W N -

MRPI B —RFEA T F K AR — R R B 5,
YEXIZ % 4932 A, MRPIL Xl S0 Bt B 0L 2 A RSN ER,
B2 MRPIT 2589, B LA 42k A BB A7 % T 4 54 8 A4 1 R AR o
— MUK, DA B ERF A E, VK B 4 B 2 PR ALIE (service) 5,
MRPIT RIS TR 8 5 A7 I B /MU SR BB AR, R B 325,

. REXATH ¥ TAE & (workload ) # THRZ,BEP ’_—%ﬁfﬁﬁ(delivery) B Sk B

FREEE,

- REBUR B b B 56 i 4l TR BN T S50 A 1 BRI 7, BB BT R A 32

BFEBEOED,

 REVEFHESWIREE M — Mrd 2, 18 e 5T L. R REHA

H SR AR TR AL AR 4 o

III. True/False statements based on reading the following passage:

Capacity planning is the process of deciding how much production or service “capacity” is

needed to meet the forecast demand for an organization’s goods and/or services. Airlines, for
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