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A Facility Layout Planning Method in Cellular Manufacturing Environment Using Genetic
Algorithm

S.H. Jung (Mechanical Eng. Dept. SKKU), M. Kang (Mechanical Eng. Dept. SKKU)

Abstract

One of the major drawbacks of the existing facility layout methods is that most of them were developed based
on pre-defined cost functions, and therefore fail to cope wilh the dynamic aspects of modern manufacturing
systems. Another drawback is that due to the poor representation capability of the block diagrams, they are not
able to convey the sufficient information needed by facility designers. In this paper, a system for solving facility
layout problem considering these matters in cellular manufacturing environment is proposed and implemented
using GA approach with embedded simulation module and virtual reality technologies.
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Table 1. An Example of a From-To Chart
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Fig. | An example of gene selection for sub fitness
evaluation.
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Fig. 2 Block representation of the best layout with the
proposed method
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Fig. 3 A screenshot of the system being developed
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Fig. 4 Integrated framework for the design of
manufacturing system
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