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Buffer System Design in the Flexible

Manufacturing System Environments
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Abstract

The determination of appropriate buffer capacity is an importarit issue in the design of the advanced mariufiic-
turing systems and closely related to the system efficiency and flexibility. Work~in-process is usually not desir-
able. However, in reality, maintaining some capacity of buffer storage is inevitable in compensation for the ma-
chine blocking and break down. The objective of this paper is to present analytical methods and tools for the huff-
er capacity planning in the Flexible Manufacturing System Environments. The effects when machine blocking is

critical factor are also discussed.
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