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An Operation Scheme for the Mixed Model
Assembly Lines Scheduling
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Abstracts

The setting of the factory under this
the following. There are
Each

study is as

multiple assembly lines. line can
handle any of products.
Furthermore capable of

assembling several products concurrently, i.

of given set

each line is
e. mixed model assembly line. An incoming

production order is characterized by its
due-date, product type and quantity. Under
this setting we first have to select the
starting time and the place(assembly line)
for an order to be processed. We also have
to devise a way to control orders to be
manufactured as scheduled. Finally there
should be a mean to reschedule orders
when something unexpected happens.

This paper offers a scheme that provides
the above mentioned necessities. It also

provides a case where the scheme is

applied.
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