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~Short-Term Production Planning of an Automated Manufacturing System
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Abstract

The short-term production planning of an automated manutacturing system is to determine the production
rate of each part type or family of part types. The purpose of this paper is to develop an optimal algorithm
for solving the short-term production planning problem while machine failures, repairs. and changes in
demand requirements are anticipated. The problem is formulated by LP and it shows that the production
surplus is approached or stays at the hedging peint. In addition, the long-term average frequencies of
set-ups with relation to a multilevel hierarchical production planning scheme are considered. An example

to show the effectiveness of the algorithm is presented.
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Hierarchical Production Planning Scheme for Automated Manufacturing System.

3.1 M= R5 X9
ool o) obme) S S 21 A 27 cofgsh el
1) el Zalel] 4pgs]i= A 2058 mbAl = cbSe 7ol
Ful Azl < < 7BEAIZE << MTBE. MTTR < < 44k 8] 7] 74
o} 74 MTBF{Mean Time Between Failure)t T#7Fe] 52bA1 7k o Sfhz]e]ef MTTR,
{Mean Time To Repair)-& 52| 4] 7ko] vt
FEdh Ful 4] 7k w4l ded /}*"l Zhell Zgkslch
2) 2ol F-0- od x| 4] Aglol] Hsl(loading)El 7 USE Fulsleld glrl. & x| Al st
(starvation)ad 42 H o] w4y 0}4 ori=ch.
3) MTBF¢} MTTR- 7lAl &8 53l 4e]ch,
Boodo] melAl wwl Aol M9k G vhgab fho] Aeslch,
1 DA G=T, e . D
1 :71»0—&{,}”—- ...... s J)
T KL s | I S B oo R I I
Witt) Al " 7z Al jel 4] el sl #helE jo] Fek
di(t) Al 0l FaE
x(t) el el gk o S (production surplus)
T, DR A El ) b Tgakell /A ol A el-8okgek Al ZHT < T)
a (t) 717 18] 7% 4] (operational state!

a(t)= 0, if machine i is down

I, if machine i is up



3.2 2 UK

Ao 42 2E ztel o &byt oke] A7+ e vk o] onjt AlzgloR folEl= A9
£ &2 z-l]fs}-s]o—]o]: glrhs ook, el x) oo zelE z)e) o) Abo 2 4] Aulel] 95
oA A b sEe o) o} A FEA G fubA| 7] "ek o] Azkw Fshgel Sobadell el g4k
ko wojxm 1 HalgE AAbsES zrbebAl sich whebd Al Lol dabe g AlEe A
st Ao A7k ol A slell A ol Fagk Al oAl oh

BE 2ol B9 Albsby] Sleke] 1A ol a4 87Xl FekalobAL ebfab el Aolxlch

D S (1)
a2 T/Te 714 io] of &% (availability) 24 exhe ahe® Hols=, W/Te i el
54 Ak & (production) 24 ughs Fo= Holslvk, b4 ZelE o A S5
(production surplus)x, & 14 @7k FAAbekel 4] Faebd Adsr gos rhast el
XJ_WJ t d] ................................................................................................... (Z)

s} o] sl
A i9] ol B ez A gl A A e @ g HEael i, A4 dodE el W& Fabe
t

z1
a 5 AN
(instantaneous or current) -S-2ka]oF4l.o c}o 3 Frol Aojxich o) Heo|sl B < ATl A

a jebil sh=h,

Q(a:uj’zfju<a,andu>0} .................................................................. (N

for all i, ]

4210l A A olgt 2Fel R o] Al Tk HER & Al f247]= Aol 85 FA (tracking)st
Logba gg el ubwlo|el, el ZlAe] $ubAel w5 ARGkl A AL bRk
Zef A ek wl & b4 ARS ol 4 okl A W (safety stocks)E HAelel 4 ol s} 7;}—?7 4Fslof] M 3=
9 8k 4 olojok gbrh, F FE 4 abv) 7k kel xibg A 9] 0o R Faj4] 7] ‘E 7] Al el
a% Tyt A IFE Hile & x4zl Zeo] xRt el Aolcl. o] HAFT Hla)E

hedging pointghb 5“}

Hedging point H,{ @ ) gk-& 543 dadol] 71 Abel aof] of g%l Hi(a)oll &
welcke, E"u_\of u b dghoz Aol x & AbFsE ek kel o, Al Aol 4 s1A el "p“é‘
5ol u?} ‘079l grol sld, x;& dpbEA gragkel, ool TAIZE EeF 5 MTTRS] 7144 &
LA el A A 0] A H(a)—dTel s15eb/t chal o —d &% &b
ch. uJ'a% x;7b Htegholl wsbshsl alo] gty kg gha chebivh 1310}04 t Al Fell 41 H,
(a)7hA) 5 § i @

i b, o Wt dg W AR o ok 1 AR T TR 4
217k of 7] 4] T,-'\' MTBFOI sief 2lofeb. o} A :FH (trajectory) "L—‘?L‘ gl ok vheh
28 28k 2ok

X

L

H( ) —\ /| N

5 t°TT' 5 i Time
to _\- i/ t to+Tr+Tr

Figure 2. x; Trajectory for Estimating the Hedging Point H;( &)

Hj( « )_diTr



THEQGELGE F14% 5248 19915 115 47

wheb4l s)A) el a 24 #eo B 9] hedging point H( @ ) elgak el A ejslc}[2, 6]

Ha)= onditbou macd)=Teardiud =d) (5)

wh,oa bz AR eb, &b el sETalL A Ao SRl A she

FAG gbekel elsl Sl Al (508 vhSal gtel hEsll o2 4pgabeh

o] Hteigtos vbvjzhef glofa anzrel oyl 415 4 4]~ (failure prone manufacturing
system) 2] <4 A+§ uj"—:;: chah gkl aleksl = oolvll [1]

uJ:{O. if machine for part j is down
[0, uj'], GURETWISE  wveememsrsertetet sttt e ettt st e sttt ne (7)
I B e e S I I L I Bl &=

U‘*: u‘l" lf xJ<H,(“’) .................................................................................... (8)

d, if x,=H(a)
oo if x>l e

e whol0e] AR sk A el 4] e

SAARL Cabs Teled W

. |8
2box 2l el A Cas 2hel e ok Hita ) opef e wdel = gk 8 7hAled, 2] Ao gr s o
S Hm()re valuable)o] ZivE 554 (vulnerability! 2l-- Aol Sol dHall 41 ‘1 ghe]l o «]#
sk, crelsted g alelf 4ol - gn A glel e} /11 sl
(((X()-’A‘(GHX,*H,(QH ................................................................................. (9)

POA e AR f’ﬂ o gk Abel gl Crelative valuedsh G54 8 dbod skl w4, o]
G AU P B 2 ] b e ol
p?

Mol AR A as) dl o ES welelel 4 A elefol ol, Ail -
2 <)
1

1

deal Slael AAga Aot 42 A A Y s el G4 Wik
Min COU)
U £ Q( ................................................................................................... (\}()‘J
§19) ALRA S el A U AR g e WiEL epelel, ClUE FA g A A
(910l 4 81 €k 0 ~lgael viRa o] A olul ]
G I I (0 oo e e et (11

T 1

MRS L] A5 ke oy Aeiet,

Aztarabap e, ’ﬁmhﬂ— Aol s s Al kel A b o] B R B AT g sled cho] st
AL

S A AR rehls el S0 elelial volal Al g <el dabdl s al Al At e
AAA A AL AL AR A S el i Gab el A48l
sl L ol : Y

A b ol gatel Al A wsh BebAohA Aar Dlad

T
Al 2 AR A ATod Fo gt Avds aoal,



48 7 A T
Al 3. 4 (9)9] AYAGEAL wEAFL Cald A Abadeh
chAl 4. wf i zkebel 4l (10)8] A A & FA L A Abslel 7b gbe]Hofl of gF vky) he] A 4k 2
2 gaEe ek
3.4 FX|0
ch7) kel sloldq Al F Al AAAl g 2] 8 gxlol v 293zt 2 fredo] Febal (flexible trans-
fer line)oll 4 2] 448 AAsle Aoleh Al2dl 2749 zoi2H(WS1, WS2)o3 T4s5|
zb zbo] e Faldh FH el 2o AAE TAHE A dcH M= WS A A ).
M, Mo,
raw material —am| . o
erial A — dowestream process
M, buffer ’M‘_e
[ S—
Figure 3. Flexible Transfer Line
zhof Aboll A} ol AMe|4ksbal A£8470E £ 13 ek
Table 1. Processing Time for the Parts
(unit : min)
part A\ WS WS1 WwS2
My, | 0.33 | M., | 0.33
L2 My, | 0.67 | Moo | —
ol ol of 3 48 &k gl G Asieh
d,=2.5
d3:1.25
B Aol 0] 2piD o] sfed A el aoh Gkl el Qle V& Fakel o20b Freb
Table 2. Control Constraint Sets for Machine States
Machine State( a ) Control Constraint Sets( Q(a))
(0, 0) Uy +2u,<0 0, <0
{1, O uy+2u,<3 u; <0
(0, 1) u, +2u,<0 u; <3
(1, 1) u, +2u,<3 uy <3
(2, 0) uy+2u,<6 u, <0
(0, 2) u; +2u,<0 0, <6
2, 1 u) +2u,<6 v, <3%
(1, 2) u; +2u,<3 u, <6
(2, 2 uy +2u,<6 u, <6*
o ape) Seksjor4l Agtoll 48] 0.0 FHA A5 4y, & 2el4 % i A& aoll Aul 4 4bo] A0
a7 glan viriall RS Earh Aagel 4agaks Zabgeh swhebd ok apslgh vlA ke o] 4k«
(7)ol 48] ®lfol 4 CabS Al Absbel thirel s a-ialel '1 2 abedtrol] i gk oz zkel Y AbR-D rEbh



T¥#RERaIE F14E 248 19915 118 49

1) e=(2.1)
Min Cyu;+C.u,
s.t. uy+2u,<6
u, <3
ujus 20
2) a=(2.2)
Min Ciu,+Cou.
s.t.uy+2u.<6
uy <6
upuy 20

shE A apell 40) YAk sl R Aol 4 JlE AT (2,6, 7, O]k obulel, ¥ ol Fo] a) 3kl A ol
A AR Ok, FMSsh 08 A A4 ol 4 £ Al o2 Fl trol e of o A ghel.

<+
frfshul -GS ek, PCBA3], VLSIAIZ Fxb 7-9. clokatr Zhe) H - (family )& H el dhas vlell & 7| A4 &7
o] At dal 4l 4wl 2| (configuration)] #7243 wla @ gl ) Folc)
whel4f A bl 4] = zhog ol 4 kS e gh g 4bAlE] 5 4 48 A A s
3kl 4 o] 2k A& nkol 2 i short time scalelelal dhrbe, o Ze 42 )b AL 2o 7k ﬁ‘ﬁ'-(lcmg
time scalelefar b = Qlrh. ofix ghrizbell 4= A mak, frele) 7R <FAL olofut = ) o) <] 4w ]9

o LT
WA Al slofubal fe, gvigtell 4 44 4) 2] W o R qlal vk ol Fowl b aba g

Aok, 2efuk A7k Ao A

4.1 Fely 24

el sl A S Sler sl e e sh qtol Ale]abc}.

Sow DA AL moll 4] ki H skl el A7, 5 oAed el Al
wa DAl A Al moll Sl A1ZES] W RiLal el A g0 EaE oby)

f DA A A moll 4 kv sisheli Wy
Bl Aol A4 Al moll ol abell Al Al sh mol 4 ke HshshE w4
el 7l Sloll 4 e chS Al <lo] LAy ghel,
R B P TN (12)
el oful <A Aol o194 ot FAIZES chosh g,
% Wm+2 Smk . fu\k:] ................................................................................................... (13)

of AlAbu 2 o] ul Al Markov Process®] 33 8] 4wl shsdoz wbad alsh fabgk Aol g <l n
£

(<]
b kzboll o] 4 3 & defnb g 40 clSx) ghe] Ae]xlv),

[\z ¢mk W= (‘_‘ ¢km] R 2T PN, (14}
RIRRECT frC(luent) dhod Fn) = o] & spizal 4 49_0 O kAl A A A AL —]Lgokgz} ,i;ﬁo’r_ _ir,j__, :;3},” s,

alsk4l o3C-linfrequent) #Fod-ul<s #Hol 571 41 2k eyele time) st W ILE Zop4| 7] 22 & A &) Hiege] =
o) T iE Ao ko),
B T AL §AD 0 o S ook shioel ol 4 (HlAsh Do oo

[y <]

L IESERIIE Lt

Qi Mlal=u, | 7, G <EC@,} and u,2 0] reorevrrmrarretmiiii e (15}



9 Aol 4 me Alsele] A4 A mell A4S vhehdel, L& A2 TG chebias H2bindex) %4 L
olole] gyl Hl gl 4ot Peh wh, E(a s @@l 4z 2ol Al 7|4 if]

gt o] &L laverage

availability Jol e},
Dol g o] odh Aoz HE F_E FH477 Sl e obs A% FEA AL et

T i aesnsseososensosonrancrsasasassasesenobassranasassnasstasstosesasnsssesassssetinssrssnsettsrorennvanasensant {16)

oll 4 {7k o vhakell el w2 bz 4gbch, upebs] ulok w Lol B dbvpd, 2 <] aslo] #f 4RS 8)

&)
%Hl g 4| 7% Awlshz] Estel A (16)0- ofrd byl well el Al wbEE &) o S oleh 2R
4 (16)0ll-5 =hodael wlngel] 2lel A ‘Jﬂ”“&’#l(upper limit) 7} S-spsjofof et

sebd 4 (131, (1405 askaid 4 (15), (16)% FH472 F b $ (52 0, W, Lol 44+

(
w8 A4k Holck

5 ozgo] AWl dzba f@o] tolug sbuelshE FMSAl AR mejel sah A AHe F o)

A BF 0 A A Hoaksle] olis abel o] AAIE FAslof Qleh Al Adulal Lo 4 Al S §id1x) 29]

2
ol go, A 4wl Aol 4 R 15 32 GBS bch AFAE T e A4S merh ol A4 el
Toll oo B HF a7k Asich zela Aol Fade 4w d1 1 =0.3, d,,=0.2, d;,=0.40}44
Zﬂod?VLHIAI /I“" S, 31&/(1 ~13‘; A]ﬁ_\iﬂi] ]o{] A 28 /I’”J’:f]— o) 7* JL_],E}’*Q‘H] :aL]‘\f’ '(I }\}.'o} }'
ole] walel Hah e cheak el
4 3)e] g gy
W1+Wg’+’5|'_'¢1;'W1+S1'|¢:|W3:1 ....................................................................................... (17
A tare] Aol Rk
¢,3w,—_—¢ R L e e e R R SR L LRI LLEE R R R AR RRLLE (18
Al (15)8] &3k Aery g
=1.u +u.'<l
m:22u;,i+u|_,;”§l ......................................................................................................... 119}

A1gie) A ) Ao 4] 8 T

(5] °

wiug, Fwoug =0,

wug ! =0.

A (171, (814 wy, wodr Tal A, o ah A (2000 gl A, T Alsh A (19) LElal wi+w, >0,97%

x 1
olBebel AES Tobw rhosh 2tk b, BB RS RA0R qEgehn Ad gk

w; =w,=0.45
pr=9.,= ‘|'+\1]
up =579, u.'=4/9
u“=1/9, u,;7=8/9
N Fz]al 0] FMSA| Ao 2l dml 2] Iol] 4 F-ubsled §-80 1, 29f #bo &8 5/9, 4/9% % A 4bsba, F 2°[9
(siptsa) ] A1 ZEFel <l Al 2] 22 w7 w4md] 179, 8/98 % A Abshd, Al 4wl of b4l el 2/{90s, +
R B I B A ) e I I I O I A B S S S SR

QL 7ol vhrhul 4 ok



apg sl A dl sloll lof 4] wholzb Ak E L ]kt f

LREELGE H4B $248 19915 117

set-up | set-up 2

family 1 family 2

Figure 4. Configuration States of Numerical Example

5.8 &

2], Fauko] Wsls)t o vlxl 4ba)

1T [
o 4] adAl o] -8 sbsah Akl aredehel Al wkol b AAbAlEl S A AREE A4k Aelrh
ol ol 4l elek gt 24l e] G ARRS A sk Al A Ay Ale]l vl el sl OI'E”* Mgk A Al A
srate] 50 aibetadel o] obare %%’A sl Gitab 4 algrale] @ s Asbell 4 gabe] S 5ol
4 —ge] hedging pointell A 8EA ok WIS Sk o"”. o abahed Jabg - A ‘o‘ b"H“ Zelch
~$‘; R B (A e e I 1* Mad bl b apal oA 4l shgloe], gk gha) ol 2lef 4 #bel -
al o] sdarnlloatAl e Ak A kA sl o) el A gke] o diabodib czelan b A Sl gled 4 Amalel oA 4] s}
vk

ok o] ol Lo abal Fulell elol 40| vhefab 4bghaivish o
Sl Gt wofeke] wekal Al A sl o) Gt dalul 4 o

ojt},

~—
=

—
o
[—

6]

&l

tol

Auden], crelm g abel Al S o Gl

A
| 5=e) 4 *.k%‘. A g AT Tk A

51 S

o
o

=

Akella, R, and P. R, Kumar, "Optimal Control of Production Rate in a Failure Prone Manufacturing.”
[EEE Teans. Automat. Contr.. AC-31(2). pp. 116-126, 1986,

Akella. R.. Y. F. Choong and S, B. Gershwin, "Performance of Hierarchical Production Scheduling
Poliey.” [EEE Trans. Components Hyvbrids Mfg. Technol. CHMT-7(3). pp. 225-240, 1984.

Buzacott. J. A "Optimal’ Operating Rules for Automated Manufacturing Systems.” IEEE Trans. Auto-
mal. Contr., AC-27(1). pp. 80-86, 1982,

Choong. Y . and 0. Z. Maimon. "On Dynamic Routing in FMS " Proc. IEEE Intl. Conf. on Robotics
and Automatic. pp. 1476-1481, 1986.

Gershwin, 5. B.. “Stochastic Scheduling and Setups ina FMS” Proe. of the second ORSATIMS conf.
on FMS, Ann Arbor. Mich.. August. pp. 431-442, 1936.

Gershwin. S, B.. R Akella and Y. F. Choong. "Short-Term Production Scheduling of an Automated
Manufacturing Facility.” IBM J. Res. Dew.. 20¢4) pp. 392-400, 1980,

Kimemia. ], and S, B, Gershwin, "An Algorithm f{or the Computer Control of a FMS." [IE Trans..
I5(F) pp. 363-362, 1983,

Liberatore. M. J. and T. Miller. "A Iierarchical Production Planning System.” Interfuces, 15(4). pp.
1-11, 1985.

Maimon. O. 7. and S. B. Gershwin. "Dynamic Scheduling and Routing for FMS that have Unreliable
Machines.” OR 36(2), pp. 279-292, 1988.

51



[10] Maxwell. W., J. A. Muckstadt, L. J. Thomas and J. VanderEecken, "A Modeling Framework for
Planning and Control of Production in Discrete Parts Manufacturing and Assembly Systems.” Inter-
faces, 13(6), pp. 92-104, 1983.

[11] Ranky. P.. The Design and Operation of FMS. IFS Ltd. UK. North-Holland Publishing Company. 1983.

[12] Villa. A.. "A Hierarchical Knowledge-Based/Analytical Approach to Fault-Tolerant Control in Flexi-
ble Manufacturing.” Proc. IEEE Intl. Conf. on Robotics and Automatic, pp. 1120-1125, 1988,



